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Purite produces higher 
percentages of finished 
castings—fewer rejects 
per ton of metal poured. 

. Purite gives 100% 
fluxing action in the 
cupola—100% desul- 
phurizing action in 
the ladle. 

. Purite is time-tested 
and proved for rapid 
and unsurpassed desul- 

BUT . phurizing uniformity. 
RIT . Purite permits the use 
Sehodet SF ptee, of higher-sulphur raw 
materials. 

. Purite is 100% pure 
fused soda ash— you 
do not pay for inert 
materials. 

. Purite comes in uniform 
2-lb. pigs—no weighing 
or measuring required. 

. Purite does not crumble 
—is easy to handle— 
no waste, no dust. 

. Purite can be shipped 
in bulk carloads at 
substantial savings over 
bag shipments—is easily 
stored without 

Purite, the scientific flux deterioration. 


for better melting and 
cleaner iron, is sold by PURITE 
leading foundry supply TRADE MARK 


houses in the United 





States and Canada. 





MATHIESON CHEMICAL CORPORATION 
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Not quite right in the head 


...or how Chuck Wright treats head-trouble 
that hurts in more ways than one 


““A company I’d nominate as one of 
the best also came desperately close 
to being one of the worst,” declared 
Chuck Wright, foundry specialist for 
the INCO distributor. 


“IT mean the Ideal Company. Before 
the Korean War,” continued Chuck, 
“they poured tons of complicated cyl- 
inder head castings for Diesel en- 
gines. And to get the high strength 
and density needed to handle Diesel 
pressures they cast the heads in gray 
iron containing 1 to 1.5° nickel. 
From cupola to shipping dock, condi- 
tions of control were tops... rejec- 
tions, minimum. 


“But shortly after fighting started 
in Korea, rejects began piling up so 
fast you could almost see overhead 
poppin’ through the ceiling. Actually, 
you could see Max Long, the foundry 
Supt., suffering from a special kind 
of headache. For Max paced ‘round 
and ’round his desk, muttering to 
himself with gestures, like a candi- 
date wanted by guards in white coats. 


“In fact, Max and all other foun- 
drymen who made complicated cylin- 
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der head castings at that time began 
to break records for rejections. Max’s 
soared up to 20%, and in some plants 
making the most complex designs, I 
heard they went even higher. Why? 
Because the foundries turned to con- 
servation including re- 
stricted use of nickel. In some iron it 
5%, but usually to 


measures, 


was dropped to 
no nickel at all. 

““As you know, if you fill intricate 
molds with unalloyed gray iron, the 
matrix structure is primarily depen- 


dent upon the cooling rates of the 
various sections. Light sections cool 
than heavy ones, and sur- 
faces faster 
That’s the reason so many of 


cylinder heads showed cracks or were 


faster 


cool than midsections. 


those 


leakers. 

“T said as much to Max. However, 
he refused to believe that a small ad- 
dition of nickel was the answer. 

“You see, in cylinder heads or any 
complicated designs that must with- 
stand high pres- 
sures, you need 
additions of 


nickel back to 


(Advertisement) 


the old level of 1 to 114% to get a uni- 
form metal structure. A uniform 
structure minimizes rejects. And you 
get not only pressure tightness, but 
castings that are easier to machine. 


“Finally he acted on my advice and 
returned to his pre-Korea practice of 
using nickel, after which 
dropped ’way down again. I can’t un- 


rejects 


derstand why foundrymen minimize 
the importance of a little nickel, or 
suffer so the 
simple. But that’s the way it is. 


when remedy is so 


“However, with rejects under con- 
trol again at the Ideal Company, Max 


can show how to treat head 


trouble. But if you want to talk toa 


you 


man who gets around a lot, see me. 
Whatever your problem, if it has any- 
thing to do with casting, drop me a 
line. I’ll be glad to help, anytime.”’ 


Chuck Wright 


The 
International 
Nickel Company, Inc. 


67 Wall Street New York 5, N. Y. 





ONE FOR THE CARBON, 
TWO FOR THE BOND, 
THREE TO GET FLOWABILITY, 
AND FOUR TO GO... 
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++ FOR BETTER SAND PREPARATION! 


When it comes to preparing molding sand—there’s no better 
way, no easier way, no more dependable way —than the Federal 
way! By simply adding Federal CROWN HILL SEACOAL, Federal 
GREEN BOND BENTONITE (pulverized or granular) and Federal 
SAND STABILIZER to your sand in varying amounts, all the im- 
portant sand characteristics can be closely controlled and easily 
changed to satisfy specific requirements, You get extra advan- 
tages, too—lower cost, more uniform mold hardness, better 
shakeout, better finish and more readily saleable castings. Plus 
this mighty important fact—the three additives will cost you 
less than $1.00 per ton of castings produced! 

There’s a new Federal bulletin on the preparation of molding 


sand, that hundreds of foundrymen have found extremely help- 
ful. A copy is yours for the asking. Write for it today! 


Make your foundry a better place in which to work! 


The 
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IMPORTANT 
FOR SLURRY USERS! 


If you use the slurry system of sand 
bonding, you'll want to learn about 
Federal's #1200 Slurry Grade, 
Granulated Green Bond Bentonite 
...and how it's used with Crown Hill 
Seacoal and Federal Sand Stabilizer 
to make the perfect slurry. We'll 
gladly consult with you or send com- 
plete information. 





FEDERAL FOUNDRY SUPPLY Company 


4600 EAST 71st STREET, CLEVELAND 5, OHIO 
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iin UNION, there is strength 





As 
Central conveyor belt, straddled by a 
high speed blowers on one side and | a_i 
hand ramming benches on the other, p 
feeds cores to continuous tower 
oven. 85% of the cores are blown, <4 


*“THE UNION MALLEABLE MANUFACTURING CO., Ashland, Ohio 


ARCHER - DANIELS - MIDLAND COMPANY 


FOUNDRY PRODUCTS DIVISION e¢ 2191 WEST 110th ST. « CLEVELAND 2, OHIO 
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Less than 1% scrap from core failure . . . speaks 
well for a core room that serves two subsidiary 


po oWi 








foundries, one pouring malleable iron fittings 
’ and the other brass. 






Union Malleable’s core superintendent praises 
their excellent workability and adequate green 





strength without stickiness. 












All sizes up to 2” diameter cores bake out thor- 
oughly in a 114 hour cycle providing exactly the 
right degree of strength and collapsibility. 


Specific-purpose LINOILS can be supplied to your 
core room. Your LINOIL man will help you deter- 
mine the exact formula for your foundry. Write to- 
day for complete information on 700 series LINOILS. 


AVAILABLE TO FOUNDRIES .. . continuous Technical Information Service 
on the latest developments from the ADM Sand Laboratory. Furnished 
in handy file folder form for quick reference. A request on your letter- 
head will put your name on our Technical Information mailing list. 





20% of the company’s cores are sup- 
plied to Union’s subsidiary foundry, 
Union Copper & Brass Company. 
Operator is pouring brass fittings on 
modern merry-go-round conveyor. 
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Setting cores in multiple mold 
prior to pouring malleable 
iron fittings. Strong LINOIL 
cores stand up well under 
transporting and handling. 
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Long-life, easily replaceable, live rubber corner inserts 
completely close the corner gaps so that no sand can 
lodge in the open corners. 













FREMONT 
STANDARD SLIP FLASK 


MORE EXACTING WORK 


Accurately machined inside sur- 
faces and flanges. Steel faced 
top and bottom flanges. 


LONGER SERVICE 


Magnesium has twice the ten- 
sile strength of aluminum. 








The one-inch GROOV-LOCK FOOLPROOF PIN, par- 
ticularly adapted to cope or drag pattern jobs, guarantees 
perfect alignment indefinitely. (Other types of standard 
pin fittings available.) Solid, bolted and welded corner 
construction. 














‘QU ! TK FREMONT CAST TRON OR 


Magnesium weighs 1/3 less Save You Real Money ! 
than aluminum. el 
All orders given prompt attention. Write today for literature. 5 an ly 












THE FREMOVE FLASK C0. 


FREMONT, OHIO 






Precision machined and drilled, bolted corner construc- 
tion permits easy insertion of new sides or ends. The 
entire jacket need not be scrapped. Standard style for 
ordinary foundry practice. Grooved style, which permits 
ready gas escape, for steel foundries. Glass and jackets 
can be assembled on 3°, 4°, or 5 taper. 
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"Tas a mighty fast cut for a 16” wheel driven by a 10 H.P. 
motor—a good example of how top-speed production sched- 
ules are ‘“‘meat”’ for Tabor-Brasive Cut-Off Machines. 

These rugged machines cut gates and risers from non-ferrous 
and ferrous castings in a matter of seconds. Clean, close cuts, 


too, that slash snagging and finish-grinding costs to the bone 
—often do away with them entirely. 


And for the really tough cutting jobs—in steel foundries—in 
copper cutting (either gates and risers or crucible feed stock) 
—wherever the going’s the toughest, Tabor makes a big- 
value 15 H.P. cut-off. 

Any way you look at it, a Tabor-Brasive Cut-Off Machine— 
equipped with today’s hard-to-break, safe-to-use wheels—is 
your answer to more cuts at less cost, with safety. 

Write, wire or phone for more details. 








Motor Table Size (Split Type) Wheel Diam. Max. Height of Work Under Wheel 
10 H.P. 36’ x 25’ 16” 20'' (with head over table) 
Max. Thickness—5/32'’ 46'' (with head swung to side) 
SPECIFICATIONS os e = 76 
15 H.P. 41 x30 20 18 (with head over table) 
(Two Speed) Max. Thickness—3/16"' 44'' (with head swung to side) 
All motors fully enclosed, fan-cooled, ball bearing 















ntatives 


cities. 


prese 
Factory ¥ ” 











SINCE 1884 MANUFACTURERS OF FOUNDRY MOLDING MACHINES © OUR SEVENTIETH YEAR 
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EXPORT DEPARTMENT, 1010 SCHAFF BLDG., PHILA. 2, PA. 
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THE neAw RIMCO ee BOTTOM and pattern 
BOARD 


nD WAL 


FIRE RESISTANT AT 2900° F 








LASTS MORE THAN TEN TIMES LONGER 


Warp-Free Smooth Surface No Deflection 
Fire-Resistant No Burn-outs Use Both Sides 
Lower Cost Per Mold All Sizes 
iat: catel -aleer RIMCO Squeeze, Bottom and Pattern Boards are surfaced on 


ing industrial hardboard. Designed to withstand intense heat 
and pressure, RESINWOOD’S superior construction is now avail- 
able to the foundry in these high-density, durable Bottom Boards. 
Over 85 years of experience support the development of tested 
and proven R!IMCO Bottom Boards. 


Surface scarred F 
but @ ° & 


eatin Send today for a free semple of this amazing 
RESINWOOD facing. Test it in your own foundry. 
See how the processed RESINWOOD stands un 


under 2900°F. molten metal. You cen be sure of 
i lower production costs with the RIMCO BOTTOM = 
ovAtir, BOARD. 

* Since # 


RIMC 


1968 4 


uw ROCK ISLAND MILLWORK COMPANY 








a 


RESINWOOD DIVISION 
Rock Island Illinois 





Cleveland—Crown Hill, W. Va.—Chicago—Detroit—Milwauh Rich d, Va.—St. Lovis— Chattanooga — 


Ask any Federal Foundry Supply Co. representative. 
New York—Jpton, Wyo. 
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Pee ee both sides with specially-processed RESINWOOD—the outstand- . 




















LIGHT zo HEAVY Proctwetion Overnight 


























Texas Foundry Revolutionized 


with CLEVELAND TRAMRAIL 


Before the advent of Cleveland Tramrail the 
Trinity Valley Iron and Steel Company, a gray 
iron jobbing foundry in Ft. Worth, Texas, was 
limited to the production of small castings be- 
cause their flasks, molds, cores and ladles could 
be no larger or heavier than readily handled 
by hand, except in the main bay of the shop. 

Practically overnight this concern was revo- 
lutionized by installation of a Cleveland Tram- 
rail system. It took them out of the small cast- 
ing class; they now can pour castings of any 
size, from the smcilest to the largest. It cut dras- 
tically the time required for handling materials 
and thereby boosted efficiency greatly. It re- 
duced metal heat loss because conveying time 



















GET THIS BOOK! 

BOOKLET No. 2008. Packed with 
valuable information. Profusely 
illustrated. Write for free copy 
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OVERHEAD MATERIALS HANDLING EQUIPMENT 
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from cupola to mold is less via the Tramrail 
route. Safety has been aided. 

Trinity is now in such a favorable position 
that it is serving customers over a wide radius, 
some more than 1000 miles distant. It is doing so 
expeditiously, with better castings at lower cost. 


CLEVELAND TRAMRAIL DIVISION 


THE CLEVELAND CRANE & ENGINEFRRING CO, 
3816 EAST 286TH ST. WICKLIFFE, OHIO 
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Your money 
goes farther on an 
imperial Belt 


Saved $30,000 in one year 

A big farm implement manufac- 
turer reduced conveying costs more 
than $30,000 in one year with Im- 
perial Super-Insulated Sahara Belt- 
ing to handle white hot castings. 


Cut belting costs 50% 

An Imperial Insulated Sahara Belt 
carrying hot core sand lasted twice 
as long as the best of four othe 
belts tried in an Eastern foundry. 


$900 savings in 8 months 
Red hot scrap and 200°F. sand 
burned up two rubber belts in 8 
months in a Detroit foundry. An 
Imperial Belt lasted 8 months, 8 
days, saved $909 in belting costs and 
ended costly shutdowns for repairs. 

In Imperial’s thick case-history 
file is convincing evidence that your 
belting money will go farther on 
Imperial’s| superior construction: 
tough silver duck, asbestos insu- 
lated, saturated with Impcrial’s ex- 
clusive compounds to resist damage 
by heat, abrasion and impact. 


Write for full information today 











BELTING CO. 


1755 S. Kilbourn Ave. 
Chicago 23, Ill. 











You expect more from Imperial 
- +. and you get moe 
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WITH THE EDITORS 
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ROGRESS IN ONTARIO: The 

annual meeting of the Malleable 
Founders Society at the Seiginory 
Club, Montebello, Que., offered an 
excellent opportunity to see some 
of the interesting parts of Canada. 
We drove east from Cleveland ani 
spent the night at the Thomas 
Motel, a fine operation on the west- 
ern approach to Oswego, N. Y. The 
follow.ng morning we continued east 
to U. §. 11, then to Watertown, 
N. Y., and on to Alexandria Bay 
and the international bridge at the 
Thousand Islands. Crossing this fine 
bridge, with its splendid view of the 
St. Lawrence and the islands, was 
quite a thrill. We then continued 
on King’s Highway 2 to Johnstown 
and Route 16 to Ottawa. 

This route enters Ottawa through 
the wonderful park system that fol- 
lows the Rideau Canal to the centet 
of the city, a most enjoyable drive. 
We crossed the Ottawa River to 
Hull, and then drove east about 45 
miles to the club. It might be re- 
corded that many of the citizens of 
this section of Quebec enjoy the 
Sunday afternoon drive but they 
move at about 20 miles per hour, 
a most difficult speed for those who 
are intent on reaching a particular 
destination. 

The Seigniory Club is beautiful, 
and quite unusual. The atmosphere 
is friendly and the hospitality is 
generous. 

On Tuesday afternoon of that 
week, I drove 80 miles to Montrea! 
to attend the Publishers Party, held 
in conjunction with the annual meet 
ing of the National Industrial Ad- 
vertisers Association. The trip back 
to Montebello, with the full moon 
shining on the Ottawa River, was 
impressive. 

We left the club, drove east and 
crossed the river into Ontario at 
Hawkesbury, and took route 34 to 
the St. Lawrence and Route 2. The 
drive west along the river will long 
be remembered. We were particu- 
larly impressed with the rather 
heavy traffic on the river, and we 
enjoyed tremendously seeing ships 
being passed through the locks, 
especially near Cornwall. We couid 
not help but picture the scene some 
years hence when the St. Lawrence 
waterway has been completed and 
the ocean-going ships from many 
countries are using this avenue ot 
commerce. 

We spent the night at Gananoque, 
an old town just east of Kingston 
We had dinner at the Golden Apple 


Inn, a lovely spot in that town. Ran 
into the William Osbornes from Ra- 
cine, Wis., and the Frank Parkers 
from Dayton, O. at this establishment. 

The next day we followed Route 2 
west through the industrial section 
of the province, through Toronto 
and on to Woodstock. The follow- 
ing day we visited at London and 
then crossed the International Bridge 
from Sarnia, Ont., to Port Huron, 
Mich. 

This trip across the entire south- 
ern section of the province of On- 
tario permitted us to see the indus- 
trial progress of that section of 
Canada. In cities and towns we 
saw many fine new factories and 
new plants under construction. The 
huge oil refineries at Sarnia, which 
were built recently to handle oil 
from the new Canadian fields, were 
impressive. 

We came back home with a feel- 
ing of admiration for our neighbor 
across the lakes and rivers whose 
industries are moving ahead_ so 
rapidly. 

— o— 

A Real Cost Manual: If you operate 
a nonferrous foundry, you should be 
greatly interested in a new publica- 
tion of the Non-Ferrous Founders’ 
Society, 192 N. Clark St., Chicago 1. 
This is a ‘‘Manual of Basic Cost Prin- 
ciples for Nonferrous Foundries’, and 
is the work of the society’s cost com- 
mittee. I believe it is one of the best 
jobs of its kind yet produced since 
it provides a simplified cost system 
for the small shop and an expanded 
system for the larger establishments. 
Cost records are shown and simpli- 
fied methods for arriving at depart- 
mental costs are included. Therefore, 
congratulations to the society and 
the hard working committee. The 
price is $5. 

—O 

An Invitation: A letter from Nick 
S. Covacevich, Cia. Proveedora de 
Industrias, Mexico City, Mexico, 
chairman and one of the sparkplugs 
of the Mexico City Chapter of AFS, 
extends a cordial invitation for any 
foundrymen visiting Mexico City to 
also visit the chapter, which general- 
ly meets the first Wednesday of 
every month. The secretary or the 
chairman can be reached by phone 
at 11-50-40, or at Marsella 78. 

Nick also suggests that the chap- 
ter would appreciate greatly the 
loan of any 16-mm films on foundry 
subjects. Meetings at which found- 
ry films are shown attract a larger 

(Concluded on page 12) 


FOUNDRY 























| Gunning for savings with HARBISON-WALKER 
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in cupola maintenance are assured by the use of H-W 
In the 
foundry it is also used to good advantage for the linings of ladles and troughs. 

H-W KUPLOMIX is easy to apply either by air-placement guns or by ram- 
ming. It is exceedingly resistant to the impact and abrasion of the charge, the 


Substantial savings 
KUPLOMIX—a modern refractory which provides joint free linings. 


erosive action of molten metal and slags and to the chemical attack of slags. 
H-W KUPLOMIX consists of grain-sized silica quartzite of unusual purity 
and a highly refractory bond clay which develops a strong ceramic set at 


furnace temperatures. 
Please write for complete information about H-W KUPLOMIX, the modern 


service-proved cupola refractory. 


Harbison -Walker Refractories Company 
AND SUBSIDIARIES 


World's Largest Producer of Refractories 


-\, PITTSBURGH 22, PA. 
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A Modern Installation of Mathews Foundry Conveyers 


however it must be handled 


Ly GRAVITY 


In foundries everywhere, Mathews Roller Conveyers are stand- 
ard equipment. They are designed by people who know foundry 
conveying problems. They are built to stay on the job. 


of POWER 


Trolley, live roller, pallet and drag chain--they are all part of 
the complete Mathews line of power conveyers engineered for 








foundry service. 


...there are MATHEWS CONVEYERS to do 
the job the way it should be done 





Cores are handled smoothly, safely, on Mathews Trolley Conveyers 


MATHEWS CONVEYERS 


GENERAL OFFICES . . . Mathews Conveyer Company 


ELLWOOD CITY, PENNSYLVANIA 


PACIFIC COAST DIVISION . Mathews Conveyer Company West Coast 


SAN CARLOS, CALIFORNIA 


CANADIAN DIVISION . . . Mathews Conveyer Company, Ltd. 


PORT HOPE, ONTARIO 


Engineering Offices or Sales Agencies in Principal American and Canadian Cities 


12 












(Concluded from page 10) 
attendance. \vrite to N.ck at Apar- 
tado 1030, Mexico D.F., if you can 
loan the chapter a film, 

-—O-— 

A Rich Harvest: Just in case you 
may discount my frequent refer- 
ences to the tremendous progress in 
the foundry industry, let me quote 
from another editor. George F. 
Trundle Jr., chairman, Trundle Engi- 
neering Co., writing in an interest- 
ing booklet, ‘Trundle Talks,’ has 
high praice for the recent foundry 
chow as follows: 

“T have been a close student of 
industrial equipment for years—but 
I don’t know when any trade show 
has impre~sed me as much as did the 
Foundry Show. The advances in the 
art of making castings, whch were 
there displayed, were literally start- 
ling. 

“Two new processes in particular 
were very effectively precsented— 
the she!l molding process and the 
pressure molding process. Without 
going into technical details, it is suf- 
ficient to say that these processes 
were so attractively demonstrated 
that the customers’ buy’ng instincts 
were aroused far beyond mere dollar 
and cents considerations. They made 
such an appeal to the imagination 
that the customer will want them 
for their own sake—just as_ the 
housewife wants a better vacuum 
cleaner, or a baseball fan wants a 
better television set. It is the dis- 
play of something which activates 
human desires that pries money out 
of idleness and puts it to work on be- 
half of producton, employment, 
prosperity and profits. 

“The Foundry Show demonstrated 
every conceivable new development 
in the making of castings. It brought 
these new developments out front 
and explained them. It performed 
an aggressive sales job. That’s the 
type of job that I think every com- 
pany must undertake today. And if 
it does—and if it has the right kind 
of improved product—I believe it 
will reap a rich harvest.” 

~~ O-—- 

Features in the Fall: Dog days 
are here, Some sections of the 
country are having floods’ while 
others have the usual summer 
drought. It is hot and humid and 
thoughts go to vacations every now 
and then. Nevertheless, the editors 
are hard at it, preparing this issue 
and planning for the fall. Several 
features to be announced later will 
provide you with material of con- 
siderable interest. So, as the an- 
nouncer says—‘Stay with us for 
the programs coming up.” 

F.G.S. 
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REDUCE SNAGGING COSTS 
~~ 


with Cincinnati PD) Grinding Wheels 








Through the CINCINNATI 
(PD) Manufacturing Process, 
you can be positive that every 
CINCINNATI (PD) Wheel 
you order for stand, swing 
frame or portable grinders will 
be produced repeatedly to the 
exact CINCINNATI grading 
specified for your job. 














Just as a negative guarantees 
exact duplication of a photograph, the CINCINNATI 
(PD) Manufacturing Process assures a POSITIVE 
DUPLICATION of the original wheel EVERY time 
you reorder, Yet these better, cost-cutting CINCIN- 
NATI (PD) Wheels are priced no higher than ordinary 
wheels. 

Positive Duplication (PD) is the result of extensive 
manufacturing research and the development of new 
standards of manufacture with 36 quality control steps. 
“On grade” with a CINCINNATI (PD) Wheel means 
all future (PD) Wheels will act and grind exactly alike 
—providing the same fast cutting of the original wheel, 
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the same long wheel life, the same reduced operator 
fatigue and the same self-dressing action. 

CINCINNATI (PD) Wheels are made in vitrified 
and resinoid bonds for ferrous and non-ferrous foun- 
dries and weld shops. They are available in a complete 
variety of popular sizes and shapes. We'll be happy to 
tell you about our complete line of straight wheels, 
cups, cones and plugs, and to prove to you how CIN- 
CINNATI (PD) Wheels will make money for you. 
Just contact us and we'll send one of our representa- 
tives. Wire, write or ‘phone Sales Manager, Cincinnati 
Milling Products Division, The Cincinnati Milling Ma- 
chine Co., Cincinnati 9, Ohio. 





cueusee 


Grinding Wheels 


THE CINCINNATI MILLING MACHINE CO. <i ay 
Cincinnati 9, Ohio ( 0 
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Typical cores produced on San-Blo machines and baked in tower oven 


shown at rear of photo. 





A PROMINENT midwestern production foundry 
recently completed the revamping of their core room. 
For core blowing equipment, they standardized on 
Model 40-D-9 fully-automatic San-Blo core blowers 
and now have 14 of these machines in operation. 
Principal reasons for this choice, arrived at by testing 
the various makes of core blowers were (1) San-Blo 
ability to blow their many sand mixtures, (2) its 
versatility in handling a wide range of core sizes, 
(3) quick changing of blow plate, (4) automatic con- 
trols and (5) greater blowing efficiency and speed 
of operation. 

The San-Blo’s exclusive ‘‘Cyclo-Air”’ action enables 
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GOES ALL OUT FOR SAN=BLO core BLOWERS 


this foundry to blow all their core sand mixtures, 
which normally are heavy and difficult to blow. 
Motor-driven plows in the blow head agitate the sand 
continuously during the blowing cycle, to keep the 
blow plate covered with sand at all times. Blow head 
design provides an aerating air circuit that conditions 
and carries the sand through the blow holes, into the 
core box. This “Cyclo-Air” action makes it possible to 
blow sand mixtures that previously had to be hand- 
rammed. It also eliminates “‘piping”’ in the blow head, 
so that better than 80% of the sand load is delivered 
into the core box— making it possible to blow a number 
of core boxes without refilling the sand magazine. 


FOUNDRY 











San-Blo machines shown above are installed around the tower 
oven shown at left and serviced with overhead sand supply 


San-Blo versatility is also important to this foundry. 
Cores weighing from a few ounces to 40 lbs. each may 
be blown on each machine with the same blow head. 
Blow plates may be changed easily and quickly by 
simply lifting out a clevis pin and spreading two half- 
rings that lock the blow plate to the blow head. 

The 40-D-9 machines are fully-automatic with the 
sequential cycle being initiated by a single push 
button. Each operation of the automatic cycle is 
adjustable to suit job requirements: (a) timed blow, 
(b) timed refill of the blow head sand chamber after 


These San-Blo machines blow cores for quick drying in 
dielectric dryer shown at right. 





Ly 


BN te Nc 
NDRY SUPPLY Company 
4600 EAST 71st STREET, CLEVELAND 5, OHIO 


CHATTANOOGA - CHICAGO + DETROIT - LOS ANGELES - MILWAUKEE - NEW YORK 
EUROPEAN REPRESENTATIVE: SA. PH. BONVILLAIN & E. RONCERAY Rve Pavi-Carle a Choisy-Le-Roi, Seine, France 





August 1954 


each blow or after a predetermined number of blows. 

Other automatic features include interlock controls 
to insure safe operation, automatic lubrication, and 
hydraulic draw with automatic, adjustable change 
from slow to fast, during the drawing operation. 

In summary, the San-Blo’s versatility in handling 
all types of sand mixes and wide range of core sizes, 
plus its fast, automatic, safe operation and efficiency 
in producing high quality cores, clearly indicated that 
it was the ideal machine for this foundry’s core 
blowing requirements. 


Over-all view of San-Blo and dielectric dryer unit. Three 
San-Blo's keep this oven going at top speed. 


¥ _ a - 





GARDNER- DENVER 


for expert advice in planning 





your compressed air system — 
and for quality compressors to 
meet your capacity and pressure 
requirements. Write today! 























Model AA Tank-Mounted Outfit 


R-DENYVER 


A CLAY SPADERS ant. 


SINCE 1859 

















Bolt, Pin & $ TRENCH 
| Spike Drivers DIGGERS ‘ 
UTILITY ie dl 
DRILLS . 
as 4 OISTS 
PORTABLE COMPRESSORS =) JACK HAMMERS PAVING BREAKERS SUMP PUMPS on DRILL STEEL SHARPENERS 
THE QUALITY LEAD ER IN COMPRESSORS, PUMPS AND ROCK DEILLS 


FOR CONSTRUCTION, MINING, PETROLEUM AND GENERAL INDUSTRY 


Gardner-Denver Company, Quincy, Illinois 


In Canada: Gardner-Denver Company (Canada) Ltd. 14 Curity Avenue, Toronto 16, Ontario 
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This new “neat” resin (100°% resin content—no filler) 
improves your shell-mold process 6 ways: 
Tolerates wide time and temperature ranges. Does not 
over-cure easily. Eliminates critical time and tempera- 
ture control. 
. Provides full-thickness build-up . . . even on angular 
and vertical pattern surfaces. 
. No “peel-back” during investment. 
. No “drop-off” during investment. 
5. Stripsclean and easy off the pattern. Leaves no“crumbs” 
6. Produces a flat, rigid shell off the pattern. No warping. 


MCF-7 has been field-tested on all types of mechanized 


equipment and on all types of metals. It’s in use now on 


Urea and Phenolic Resin Core Binders 


Shell-Mold Resins . 


Pouring Aloyvo vulves ut Blouomjield, N. J. 
found.y of Alloy steel Piuducts Cumpuny 


nee Vi@umewa Shell Mold Resin 


production castings. It’s ready for trial runs on your shell 
molds. When can we demonstrate it for you? Address: 


The Borden Company, Chemical Division, Dept. F-84, 


350 Madison Avenue, New York 17, N. Y. 
PS: For hot-bonding of shells, try THOR MCF-33 
shell-bonding resin. 


FOUNDRY RESINS 


we BOTUEM cone 
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Core Spray Core Paste Parting Agents 

















Lindberg-Fisher Electric Resistance 
Melting and Holding Furnace equip- 
ped with heavy duty resistance 
elements which give uniform distrib- 
ution of heat, insuring long element 
and pot life. Capacities 250 to #1000 
crucible. 





Lindberg-Fisher type MNP nose- 
pour tilting crucible furnace. Pour- 


ing lip is located in the axis of tilting 
providing a constant pouring arc re- or On- erro us e a S 
gardless of degree of furnace tilt 
Capacities up to #800 crucible with 


brass, up to #1000 crucible with alu- A complete line of 


minum. Oil or gas fired. Described 
in Bulletin 57-A. 











Lindberg-Fisher Simplex Rotary Open- 
Flame Furnace. Capacities to 2400 
Ibs. aluminum. 6000 lbs. brass. Oil or For Melting Aluminum ® brass ® yellow brass 


as fired. Described in Bulletin 29-A. 
rr eee bronze * copper * copper nickel alloys * lead 
magnesium ® nickel © tin © zinc. 


Because Lindberg-Fisher builds all kinds of melting 
equipment... gas...oil...electric...induction, and Carbon 
arc...L-F engineers are able to recommend, 

without prejudice, the proper type of furnace 

for your particular melting requirements. 





Lindberg-Fisher type BB1 Hand-Tilt 
Crucible Furnace. Tilting mechanism 
consists of a hand wheel, driven 
through machined worm gear and 
pinion reducing gears. Capacities 50 
to #400 crucible. Oil or gas fired. 
Described in Bulletin 400. 





Lindberg-Fisher type SF stationary 
crucible furnace features rapid melt- 
ing and is recommended for general 
Melting specialists for 25 years foundry casting work. Capacities 30 
to #400 crucible. Oil or gas fired. 


Sales and service offices in principal cities : i ’ 
Described in Bulletin 301. 






"LINDBERG 
kite MELTING FURNACES 


A Division of Lindberg Engineering Company, 2453 West Hubbard Street © Chicago 12 ® Illinois 
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MELTING AND HOLDING FURNACES 
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You'd send a man fo do a man’s job 
So, specify 


S:B 


Heavy Duty 


FOUNDRY FLASKS 


for heavy, tough service 





The only heavy duty foundry flask & 
combining all these advantages 
is manufactured by BS&B 


1. Welding of bearing strips continuously, 
both inside and out. 

2. Cast steel trunnions. 

3. Cast steel pinlugs and clamplugs. 








A boy can’t do the job of a man any more than a 
lightweight flask can do a foundry job calling 
for a heavier one, And there’s a difference in 
heavy duty flasks, too! You may even find BS&B 
Foundry Flasks initial cost a little more; but 
their actual cost is low... low maintenance will 
soon make up the difference ... you’ll get years 
of economical service from these time-proven 
work horses. BS&B methods of corner forming 
of walls and bearings separately, plus welding 
bearings to walls, both inside and out, elimi- 





Write for FREE BS&B Foundry Flask Handbook 
A handy catalog and useful foundryman’s “Bible’’... 
includes valuable information on foundry flasks and 
easy-to-order system. 


nates corner stresses, preventing the corners 

from cracking and breaking out. Production and 

maintenance records maintained by many foun 

dries prove that BS&B Foundry Flasks pay for 

Foundry Flask Division, Dept. 7-AR8 themselves many times over in the money and 
time they save on minimum maintenance. 


¢OUNDa, 


OUR 60TH YEAR 





Brack, Sivaiits s BrYSON, INC. BS:cB 


7500 East 12th Street Kansas City 26, Missouri > A A ao) P 


August 1954 19 








.. be sure with a 


NATIONAL 


BENTONITE 
bond ! 





Baroid Sales Division yy National Lead Company 


Bentonite Sales Office: Railway Exchange Building, 


20 























A dependable National Bentonite bonded 

mold means better production, better castings, 

less time in the cleaning room. 

Many experienced foundrymen have relied on 

National Bentonite for years because of consistently 
uniform high quality ... good green strength... 
high hot strength... high sintering point ... good mold 
durability . .. and because it requires the least water to 
temper correctly. You, too, can be sure of better 

bonds with NATIONAL BENTONITE. 

Quick service from better foundry 

suppliers everywhere. 


Chicago 4, Illinois 4721 
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ESTEE Will make you 


a winner in your 


a Fd pee 


Pi , - / ; 
NA 


i 


Ke . 
production race 








BA winner because Macklin Grinding Wheels are ex- 
pertly manufactured to speed and ‘'protect your production." ae reaamemags 
Made in all sizes and shapes, in all grain and grade combina- Sales Offices: 
tions, there is a Macklin Grinding Wheel to fit any foundry job. 
BCall your nearest Mack- 


lin distribut th l a 
ofa trained Macklin feld | MACKLIN: 
engineer and be among the COMPANY 


Macklin production winners. 
Manufacturers of GRINDING WHEELS and OTHER ABRASIVE PRODUCTS 






















RS ia RB sD oso 


JACKSON, MICHIGAN 
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NATIONAL O7/L/TY ONIT 


TEES TS DMNA TARA ORT TN TEE I TE 


saves over $15,000 


CY LTR LES I I OIE SPI sl ine Sloe 


in first year’s operation 
Cee SS Sa DST IL. Ae BE fF year Ss operation 


.-+- HELPS INTERSTATE FOUNDRY CO. IMPROVE 


WORKING CONDITIONS AND ESTABLISH WAGE INCENTIVE PLAN 














FOUNDRY 





HIS month, as they have for over 
15 months, Interstate Foundry 
Company, Indianapolis, Indiana, 
jobbing foundry, is saving about $1,300 by 
preparing their sand faster, more efficiently 
and with fewer men. The reason? The 
company processes up to 200 tons of sand 
in 8 hours with the National Usslity Sand 
Preparing Unit shown at left. Six men now 
do the work of 12. Each earns from 18 to 
20% more for from five to twelve fewer 
working hours each week. 
In twelve months of operation, savings in 
manpower alone have amounted to $15,000 
. much of the costly manual handling 
of molds, sand and castings has been 
eliminated. Maintenance of sand prepar- 
ing equipment has been rendered negligi- 
ble. The rugged new 2F Simpson MIX- 
MULLER properly prepares more sand in 
6 hours than was previously made up in 10 
to 12 hours. With even, controlled distri- 


Typical Utility Unit 
table-level shakeout- 
spruing station operated 
by Interstate Foundry 
Company. Sand is re- 
turned to 2F MIX-MUL- 
LER on belt at left. Cast- 
ings and used sand are 
collected and charged 
to double deck screen 
through hopper by truck 
at rear. 


bution of bond and moisture content, the 
quality and workability of the sand has 
improved by 50%. 

To employees—Interstate has been able 
to pass on these savings in the form of a 
unique wage incentive plan — permitting 
fewer men to make more money during 
fewer working hours. To Interstate job- 
bing customers—these improvements mean 
quicker delivery, excellent castings at 
reasonable prices. 

To YOU these savings are cited as typical 
of the dollars and cents return that can be 
realized in liberating sand from costly and 
inefficient floor heaps with the National 
Utility Unit. A National engineer can 
show you, through example and from your 
own records, how the cost of a National 
Utility Unit can be amortized in from 2 to 
3 years. 


Write today for bulletin #508. 





National Enaginee ing Company we, 


7, 


(Not Inc.) 


646 Machinery Hall Bldg. e Chicago 6, Illinois SIMPSON 


Intensive 





NATIONAL SAND and 
NATIONAL SA 


August 1954 


rata 
MOLD HANDLING EQUIPMENT MIX-MULLERS 


ND RECOVERY SYSTEM 


23 








A few years back, foundries had to use shop-made 


OLE} | 
: z 
sand cores. That’s all they had. Costly rejects losses, 


dirty metal, and extra machining time were an in- USE 


evitable part of the cost of producing castings. ® 

Today that’s not true. As foundry after foundry has ) MAG: 

discovered, you can slash rejects losses to a mini- ) 
mum, reduce machining time, and produce better ° 
castings, often at less cost per core, with AlSiMag Yt V4 

Ceramic Strainer Cores. "A 

The reason is simple —AISiMag Ceramic Strainer STRAINER CORES 

Cores are made of a material specifically developed 
after years of research for the greatest possible re- 
sistance to heat shock. As a result of our extensive 


high-speed production facilities, they can be pro- 
duced at less cost than most shop-made sand cores! 








asa 


res 
Try A\SiMag acre Strainet the ® Resistant to heat shock © Not affected by moisture 
let your own vi of standard an © No erosion at normal © Strong, will stand 
story: Test a Samples agin pouring temperatures the roughest handling 
free ont ae at reasonable © Non-spalling © Do not contaminate scrap 
aa WRITE TODAY © Completely free of gas = ® Flat and uniform 


WRITE DEPT.-D 


AMERICAN LAVA CORPORATION 


A SUBSIDIARY OF MINNESOTA MINING AND MANUFACTURING COMPANY 
CHATTANOOGA 5, TENNESSEE 





REPRESENTATIVES: M. A. BELL CO., 217 Lombard St., St. Louis, Mo. @ 3201 Sherman St., Houston, Texas @ 3430 Brighton Blvd., Denver, Colo. 

@ CANADIAN FOUNDRY SUPPLIES & EQUIPMENT LTD., 4295 Richelieu St., Montreal 30, Quebec ® 49 Main St., Toronto 14, Ontario © E, J. 

WOODISON CO., 7415 St. Aubin Ave., Detrcit 11, Mich. @ 146 Chandler St., Buffalo 7, N. Y. @ FRED H. McGEE, 120% E. 7th St., Chatta- 

nooga, Tenn, ®@ SMITH-SHARPE CO., 117 27th Avenue, S. E. Minneapolis, Minn. © SNYDER FOUNDRY SUPPLY CO., 2444 East 57th Street, 

Los Angeles 58, Califzrnia @© INDIANA PRODUCTS CO., 400 Un‘on Bank Bldg., Kokomo, Ind. @© HOFFMAN FOUNDRY SUPPLY CO., 

1193 Main Avenue, Cleveland, Ohio @© EASTERN FOUNDRY SUPPLIES, INC., 109 Frelinghuysen Ave., Newark 5, New Jersey @ 
SPRINGFIELD FACING CO., N. Chicopee St., Willimansertt, Mass. 


53rd YEAR OF CERAMIC LEADERSHIP 
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CORPORATION 


210 SOUTH MARION ST. 


OAK PARK 1, ILLINOIS 
ALUMINUM ALLOY INGOTS 
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EDCO DOWMETAL Bottom Boards in use at 
Josam Manufacturing Company, world's largest 
manutacturer of plumbing drainage products 
“Light, easy to handle, practically everlasting, EDCO 
DOW METAL Bottom Boards have been a potent 
factor,” says Petcher, “in improving our quality of 
castings and increasing our output. : 
“Our old wood boards had a life of about two weeks, 
and toward the end of their life-span, they always pro- 
duced some poor castings which had to be rejected. 
“EDCO Boards are just the opposite—they are per- 
manent equipment. We've been using EDCO DOW- 
METAL Bottom Boards for more than four years 
—have used them almost 10,000 times—and they are 
still in perfect condition. 
“These boards have paid for themselves many 
times over.” 
You, too, Can save time, space and substantial cash 
sums by using EDCO DOWMETAL Bottom Boards. 
They’re easy to handle—light. They stack in small 
space, easily and securely. They last indefinitely— 
built for it. 
Above all, like Josam, you get better castings, fewer 
rejects—a big saving. 


Write us, or phone MAnsfield 6-7330 for price sched- 
ule and list of 78 standard sizes available from stock. 
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where DUST STORMS 



























Type N ROTO-CLONE 
Snuffs Out Dust Threat of Abrasive Cleaning Room 


The dust storms created in this abrasive cleaning 
room never live to see the light of day. The reason 
is pictured at the right—a Type N ROTO-CLONE.* 
Exhausting the dust as fast as it is generated, this 
hydro-static precipitator converts it quickly into a 
harmless sludge. 

This is but one of many types of abrasive cleaning 
operations where the Type N is keeping dust ‘under 
wraps”. Its high cleaning efficiency results from 
the combined action of centrifugal force and 


thorough intermixing of water and dust-laden air. 


There’s no secondary dust problem as the material 
is collected as a sludge for easy disposal. And, as 
is evident from the picture, the Type N’s compact 
design makes for important space savings. 
Complete dust control costs no more, often less, than 
half-way measures. For complete information on 
Type N application to abrasive cleaning operations, 
call your local AAF representative or write for 
Bulletin 277. 


*ROTO-CLONE is the trade-mark (Reg. OU; 3S. Pat. O08.) of tbe 


American Air Filter Company, Inc., for various dust collectors 
of the dynamic precipitator and bhydro-static precipitator types. 


JANE | Aix Litter 


COMPANY, INC. 


American Air Filter of Canada, Ltd., Montreal, P.Q. © 266 Central Avenue, Louisville 8, Kentucky 
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The high production capacity of the 
Heroult makes it the foundryman’s 


favorite furnace! 












NEW CATALOGUE 
Now Ready 


to-date information 
)- ‘ tion 
Electric Melting Fur 
. capacities, 
write 


AVAILABLE in foundry sizes with either Gantry or swing-type roof, 
these widely used furnaces are equipped with the latest time- 
and labor-saving mechanical devices and electrical controls. They 





Contains Ut 
on Heroult ns 
naces — tyPeS; eg copy, 
tings. ete. For free : 
c our Pittsburgh office. 
oO 


are noted for their efficient performance, low operating and mainte- 
nance costs. 






We welcome an opportunity to help you select and install the foundry fur- 
nace best suited to your requirements. 


AMERICAN BRIDGE DIVISION, UNITED STATES STEEL CORPORATION 
GENERAL OFFICES: 525 WILLIAM PENN PLACE, PITTSBURGH, PA. 
Contracting Offices in New York, Philadelphia, Chicago, San Francisco and other principal cities. 


United States Steel Export Company, New York 





UNITED $ TATES 


Moving parts subject to wear re- 
moved from contact with oven heat. 
New oven door and operating mech- 
anism is faster, more positive and 
shock free. 


Shells quickly removed. Oil pressure 
thru an adjustable restriction controls 
the speed of ejection. Large diameter 
cylinder has an extremely long bear- 
ing providing positive square ejection 
stroke. 


Our new Shell Molding 
Machine permits a much 
faster automatic cycle 
with greatly reduced 
maintenance attention. The 
outstanding production 
figures of our own foun- 
dry conclusively prove that 
this team of “2 Machines 
and a Man” is the most 
profitable shell molding 
set-up devised . . . for all 
foundries, large or small. 


EARL W. JAHN, President 
Shell Process, Inc. 


Carriage, with heated pattern, automati- 
cally clamped in position at bottom of 
investment chamber. 

By the vertical drop of the sand-resin 
mix on surface of heated pattern dense 
shells are obtained and metal penetration 
is avoided. 


Large carriage takes 20 x 30 patterns. 
Only seconds needed to change patterns. 
No down time. Unique features allow 
quick pattern changes. 








Production Pattern and Foundry Co. 


At the conclusion of the investment time 
the investment chamber rotates 210° and 
recovers the excess sand-resin mix, returns 
to upright position, automatically releases 
carriage which then goes to curing oven. 
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AND A MAN 


produce top quality Shell Molds... ready for pouring in seconds 
| no finning ... Casting tolerances held across parting line 








Simple as that! All three together (Shell Molding Machine, Shell Bonder, 
Unskilled Worker) make the perfect team for rapid production of Shell 
Molds. 

This Shell Process molding team is loaded with time and labor saving 
features. The Shell Molding Machine is fully automatic, no skill required 
to run one or two machines with one operator. The Shell Bonding fixture 
completely eliminates the use of clips, staples or gadgets, yet provides a 
perfectly bonded shell ready for horizontal, vertical or diagonal pouring 
with little or no backup and mo casting finning. 


appointment to see this shell molding team in action. 






























1. Operator removes shell from 2. Operator applying bonding 3. Operator setting cores before closing 
molding machine and breaks in material on hot drag shell. shell and moving into pressure area. 
two, preparatory to placing on 
shell bonding fixture. 


SHELL BONDING FIXTURE 
provides perfectly bonded shells 
ready for pouring — in seconds 


* 


Eliminates Finning 
at the Parting Line 






















The Shell Bonder is the final, and 
most profitable step in the Shell 


2068 Holes in pressure plates 
allow perfect bonding of any 
casting contour. No set-up time 
lost. Pressure pins can be readily 
shifted with ball detent lock. 


Molding Process. The same unskilled 
worker now bonds shells perfectly, 
speedily, without clips, staples or 
gadgets. Practically a costless opera- 
tion. With this complete team of ‘‘2 
Machines and a Man” you are now 
ready for the most profitable shell 
molding operation possible. See this 


Safe to use. Requires two hands 
to start automatic timed pressure 

, cycle. No operator attention 
a | a needed. 


team in action. Write for an ap- 





pointment. 


SHELL PROCESS, . 
INC. : 


Chicopee, Mass. 


NEW COST-SAVING PROCESS 
FOR FOUNDRIES 






The Airco Carbide 
Injection Process in 
use at the American 
Brake Shoe Company, 
Mahwah, N. J. 








Many foundries that have limited their production to 
gray iron will soon enter the ductile iron field, thanks to 
a new Airco development. Desulfurization of molten iron 
by injecting calcium carbide can reduce sulfur content to 
such levels that ductile iron can be melted in ordinary 
acid cupolas. At the same time, this sulfur content — as 
Carbide injection method low as 0.01 percent — makes it possible to cut the amount 

of expensive alloy elements drastically with no sacrifice 


developed by of mechanical properties. Foundries already using Airco 
R carbide injection report savings of up to 50 percent on 
cuts ductile iron alloy costs these aay Serene Ss en 
The injection equipment itself is simple and inexpen- 
sive. It consists of a hopper and an injection tube through 
up to 50 percent 


which the powdered carbide is injected into the molten 
iron by a stream of nitrogen. The operating expenses are 
the cost of the gas and the carbide, trivial in comparison 
to the savings they make possible. 

Calcium carbide injection is a fruitful result of Airco 
Technical Service’s constant effort to find new profitable 
techniques for customers. If you have a welding, cutting 
or metallurgical problem, why not let Airco help you 


develop the most practical approach to it? It can pay 
big dividends. 


permits melting 
in acid cupolas 


Divisions of Air Reduction Company, Incorporated, 


with offices and dealers in most principal cities 
Air RepuctTion 


Air Reduction Sales Company 
60 East 42nd Street * New York 17,N. Y. =a | Air Reduction Pacific Company 


Represented Internationally by 


. 7 Airco Company International 
at the frontiers of progress you'll find... 


\ 


yu 





Foreign Subsidiaries: Air Reduction Canada Limited, 
Cuban Air Products Corporation 
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.ee the Blastmaster 
saved us *8,000” 


—reports Mathews Heat Treating Co. 


Formerly, when a job had to be heat treated and blast cleaned, the 
Mathews Heat Treating Co., Newark, N.J., would sub-contract the 
blast cleaning operation. To eliminate this practice, Mathews bought 
a Pangborn Blastmaster Barrel. On just one contract, the savings 
made possible by this purchase amounted to $8000! In addition, 
the company has been delighted with the machine’s versatility 
(handling everything from welding rods to large single pieces) and 
its ‘extremely reasonable operating costs.”” As for maintenance, 
Partner James R. Mathews says, ““We have had almost no mainte- 
nance costs. The Blastmaster is really built to take punishment—we 
ride our equipment hard and run that barrel to the hilt. We 
are convinced the Blastmaster is a real quality machine.” 


Prove for yourself that the Pangborn Blastmaster Barrel is 
a quality machine! Investigate the Blastmaster now—and 
find out how you can get faster, better cleaning. In 114, 3, 6, 
12,18, and 27 cu. ft. capacities. Write 
for Bulletin 223 to: PANGBORN 
CORPORATION, 1400 Pangborn 
Blvd., Hagerstown, Maryland. 
For better cleaning at lower cost, Pangborn 


recommends the use of Malleabrasive® in 
your Blastmaster. 


‘ a Pangborn 


BLAST CLEANS 
CHEAPER 


WITH THE RIGHT 
EQUIPMENT 
FOR EVERY JOB 

















°U. 8. Patent 2 184926 
fothers pending) 





APPROVED and PROVED 


NATION WIDE! 








‘“SW’’ CUPOLA COLLECTOR 
PICKED FOR PERFORMANCE 

















N 
AND MONEY-SAVING VALUE ¥ 
More and more foundries, small and large, are realizing i. ‘ 
the benefits from the performance of Schneible “SW” » 





Cupola Collectors for control of cupola fly-ash and smoke. 

Since such improvements are major expenditures itis 
important that purchase of Cupola Collector equipment T 
be based on proved performance to assure maximum 
dollar value with minimum maintenance, and long 
usefulness. 

Be sure to investigate the many benefits that are yours 
with Schneible “SW” Cupola Collectors, before you 
decide on any similar equipment. Only Schneible patented 
features gives you all the money-saving advantages. 
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YOUR BULLETIN 
ON REQUEST 
For the complete story on the SW” 
Cupola Collector write today for JMR wzap a MU 0 |. | 2 eee 
——— 






your copy of Bulletin No. 554. 










CLAUDE B. SCHNEIBLE COMPANY 


P. O. Box 81, North End Station Detroit 2, Michigan 





EUROPEAN LICENSEE: ELEX S. A., ZURICH, SWITZERLAND 
CABLE ADDRESS FOR FOREIGN INQUIRIES: CBSCO 
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PRODUCTS 


Multi-Wash Collectors * Uni-Flo Standard Hoods 
* Uni-Flo Compsensating Hoods °* Uni-Flo 


_———— = Fractionating Hoods * Water Curtain Cupola 

— a CH he E } B i E ee ee 
= Separators * Entrainment Separators * Settling 
—— 


and Dewatering Tanks * ‘Wear-Proof"’ 
Centrifugal Slurry Pumps 
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MOBILIZATION PLANNING: Foundry indus- 
try representatives again are being called to 
Washington on mobilization base planning as- 
signments. Five representatives of the steel 
castings industry are to be members of a study 
group in the Department of Commerce. With 
representatives of the Department of Defense 
the group will consider the following problems: 
1.—How far short of mobilization requirements 
is our capacity to produce heavy steel castings 
(10,000 lb and over)? 2.—What is the approach 
for remedying any deficiencies that may be 
determined? All such groups will deal with 
classified information and the industry repre- 
sentatives invited to participate must have 
security clearance. Names of the industry 
representatives will not be announced until 
they have been cleared. 


SAVING NICKEL: Mobilization planning 
groups of foundrymen also will be invited to 
Washington to help Iron & Steel Division, Busi- 
ness and Defense Services Administration find 
methods of conserving nickel in event of war. 
Invitations have gone out to representatives 
of the rolling mill roll producers. Nominations 
are being considered for a group from the 
high-alloy steel castings industry. A group on 
nickel conservation also will be appointed from 
the gray iron castings industry. 


COSTS: Gray Iron Founders’ Society, National 
City-East Sixth Building, Cleveland 14, is send- 
ing copy for “Cost Manual No. 2” to the printer 
and expects to have copies available in the 
fall. The publication deals with advance cost 
methods for gray iron foundries and is a com- 
panion presentation to the basic material in 
“Cost Manual No. 1.” 


CRITICIZE SCRAP EXPORTS: Government 
policy of granting licenses for export of copper 
scrap drew criticism at the recent Copper In- 
dustry Conference staged in Washington by 
the Department of Commerce, Business and 
Defense Service Administration. A representa- 
tive of the custom smelting industry stated that 
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LATE NEWS — 


continued copper scrap exports without limi- 
tations could at least imperil operations of that 
segment of the industry. A high BDSA official 
stated that until there is a finding of a short- 
age affecting the defense program and do- 
mestic need, the department is inclined to lean 
on the side of free trade. 


1956 FOUNDRY SHOW: Atlantic City has 
been selected for the 1956 convention of the 
American Foundrymen’s Society and the 
Foundry Show. Dates are May 3 to 9. 


GOVERNMENT LOANS: Small Business Ad- 
ministration reports direct government loans to 
the following foundries: Duncan-Rohne & Co., 
North Hollywood, Calif., $60,000; E. V. Camp 
Steel Works, Atlanta, $150,000; and R & E 
Pattern & Foundry Corp., Elmira, N. Y., $50,000. 
Hanford Foundry Co., San Bernardino, Calif., 
secured a bank participation loan of $120,000. 


SHELL MOLDING LAB: General Electric Co. 
Chemical Materials Department has estab- 
lished a new experimental shell molding 
foundry at Pittsfield, Mass., for testing resins 
and trouble shooting for foundry customers. 


FOUNDRIES SAFER: National Safety Council 
reports member companies had the safest year 
on record in 1953. On-the-job accidents dropped 
and the accidents were less serious. Frequency 
rate for foundries was 10.94, a decline of 21 
per cent from 1953. Severity rate for foundries 
remained at 1.05. Frequency rate for all indus- 
tries was 7.44, a decline of ll per cent and the 
severity rate was 0.83, a decline of 6 per cent. 


FORD INCREASES CAPACITY: Cleveland 
Ford Foundry is adding new equipment which 
will permit increased production to meet needs 
of the new engine plant now under construc- 
tion and scheduled for operation early in 1955. 
Changes include addition to the core oven ca- 
pacity, extension of one molding line, installa- 
tion of a new large blast cleaning cabinet and 
the building of a new patternshop so that the 
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maintenance department can utilize space of 
present patternshop. Approximately 1000 em- 
ployees will be added to the foundry when the 
new engine plant begins operations. Currently, 
the foundry is working two shifts on Ford 6 
and Mercury engine castings. 


OBITUARY: Dr. Harry A. Schwartz, since 1920 
manager of research, National Malleable & 
Steel Castings Co., Cleveland, died July 25. 
For many years, Dr. Schwartz also served on 
the editorial advisory staff of FOUNDRY. 


SELLS IRON FOUNDRY: Haas Foundry Co., 
Racine, Wis., has sold its gray iron foundry 
to the Iroquois Foundry Co., Racine. The 
Haas organization will continue to produce 
aluminum castings and will manufacture elec- 
trical equipment. 


NFFS SETS DEADLINE: Non-Ferrous Founders’ 
Society, 192 N. Clark St., Chicago 1, reports 
a good response to the facilities survey now 
under way. A deadline of Aug. 31 has been 
established for filing the returns so that the 


coding and printing can be completed and 
copies delivered to government agencies and 
purchasing groups in October. Copies of the 
complete report will be sent to those supply- 
ing the desired data. 


FOUNDRY TO CLOSE: Pulaski Foundry, 
General Chemical Division, Allied Chemical & 
Dye Corp., Pulaski, Va., will be closed about 
the end of August, according to company an- 
nouncement. 


PERSONALS: Fred J. Walls, metallurgist, In- 
ternational Nickel Co., Detroit, will present the 
Charles Edgar Hoyt lecture at the 1955 AFS 
convention in Houston May 23-27... Cline H. 
Welch has been elected president and Keith 
A. Welch vice president and works manager, 
Alloy Cast Steel Co., Marion, O. ... Samuel H. 
Cleland is retiring as Michigan manager, 
Eastern Clay Products Department, Inter- 
national Minerals & Chemical Corp., after 31 
years of service. He will be succeeded by his 
son, Robert Cleland, formerly district sales 
manager. 


PRICES OF FOUNDRY METALS AND COKE (As of suty 26, 1954) 


IRON AND STEEL SCRAP 





* Brokers’ buying prices. ** F.o.b. shipping point. 


(Consumer prices per gross ton delivered, except as otherwise noted) 


No. 1 Heavy No, 1 Heavy 

Melting Cupola Breakable 
Steel Cast Casi 

Birmingham ....... $23.50-24.50 **$43.50-44.50  ....-00- 

Boston* » -. **17.50-18.00  **29.00-30.00 ........ 

Buffalo 26.00-27.00 **37.00-38.00  ......+-. 

Chicago +.  28.00-30.00 35.00-36.00 .ccccuee 
Cincinnati* . **25.00-26.00 **38.00 **35.00 
Cleveland 24.00-25.00 40.00-41.00 25.50-26.50 
Svc abe wees e **19.00 **33.00 **24.00 

Los Angeles ...... 20.00 **38.00-42.00 ..ecseee 

New York® ....... 19.00 29.00-30.00 = cencccee 

Philadelphia ....... 24.50 35.00 ‘ 
Pittsburgh ........ 28.00-29.00 35.00-36.00 29.00-30.00 

ee ere rere 25.50 37.00 R 
San Francisco .... 20.00 42.00-45.00 36.00 
EID” cht eecccsses 25.00 **30.00-35.00 **25.00 
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ee ie ah atta” eh ha ha i et aaah Sie Uy Seesceesesseseseseseses 
s a e 
: FOUNDRY COKE : PIG IRON : NONFERROUS INGOT 
* 
4 (Per net ton, f.0.b, ovens) . (P oe aaa : (Cents per pound, carlots) 
: BEEHIVE . : = BRASS AND BRONZE: Red 
s s Bethlehem, Pa. ........ $58.50 $59.00 © brass, No. 115, 27.00; tin 
oS... +08 RTE 8 RANE cxese excess 52.88 ates s bronze, No. 225, 39.00; No. 245, 
: OVEN i” Ra ABS: 56.50 57.00 & 33.25; high-leaded tin bronze, 
s Birmingham ............ §22.65 § e No. 305, 31.50; No. 1 yellow, 
© on 24.50 ° Chicago cod ae 56.50 56.50 5 No. 405, 23.25; manganese 
e are SeN ere SARE RE 2550 2 Cleveland .......++.. 00 56.50 56.50  § bronze, No. 421, 26.75. 
BW BOLPOLE aac eeereeeeeevee le 
seca a ea 25.00 = Bverett, Mass. ........ 61.00 61.50 & ALUMINUM: 99 per cent plus, 
4 M 23.50 * Fontana, Calif 62.50 5 primary ingots 21.50c. Sec- 
Everett, BBB, sosccvee . s ’ ALIT, secccces . 8 ondary No. 12 alloy 19.25-19.75. 
Indianapolis ........++++ 24.25  § Geneva, Utah ......... 56.50 2 Ree . gy me grades: No. 1 20.50- 
® « 1.00; No. 4 17.50-18.00. 
<n l Dee Ee Be a Gere 58.40 58.90 § 
oy eli aaaing tales : ® «s MAGNESIUM: 99.8 per cent 
Painesville, O. ........ 25.50 . Lone Star, Tex, ........ 52.50 52.50 . standard ingots 27.00c, f.o.b. 
Philadelphia ........... 23.00 S Neville Island (Pittsburgh) 56.50 56.50 . Freeport, Tex. 
Portsmouth, O. ........ 24.00 ~ Steelton, Pa. ....-+++-. 58.50 59.00 Pe COPPER: Electrolytic 30.00, de- 
Bt. Louis ....ccecseeees 26.00 8 Swedeland, Pa. ........ 58.50 59.00 = livered Connecticut valley. 
Bt. Bawl  sccccccccccece 23.75 BW Toledo, O. coccsvecsees 56.50 56.50 . 
s ® ZINC: High grade 12.35, de- 
Swedeland, Pa. ......... 23.00 ~ Troy, MN. Fe. cescscccece 58.50 59.00 = ivered. Die casting alloy 15.00, 
Terre Haute, Ind, ...... 24.05 ~ Youngstown, O. ........ rg aa 56.50 s delivered, 
* « 


Clean 
Auto Machinery Short 
Cast Cast Malleable Steel Rails 
ey Py Eee oe To eee hee ee $40.00—41.00 
i phirgiians's W **32.00-33.00 cans tees whee dh eee 
a DUES ole) oe **41.00—42.00 ovens sheen **40.00-41.00 
37.00-38.00 37.00-38.00 40.00-42.00 43.00—45.00 
Sr a ce Tee **43.00-44.00 
42.00—43.00 42.00—43.00 40.00-41.00 42.00—45.00 
eee... see aeere ©936.00 i duse eer 
eet 37.00 4 
och weeaeed 42.00—43.00 (ep wtiae-aihe 43.00-46.00 
ae: | seealwenes.” 10°: ose shee 40. 
39.00 GRGS. .  waviteepee it. seaweeies 
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1. Ready mixed, uniform at all times 8 Unaffected by mold humidity 


2.Light colored, odorless, non-corro- 9 Will not harm steel, brass, bronze 


sive, non-fermenting 


; as , uses 1/3 1/5 as 
3.Dries rapidly at room temperatures 1D. Baten: ates, une E/E " 


much paste 


4 Unaffected by normal storage 
11.Cores may be reheated without 


5. Will not boil or blister damaging pasted joints 


6.No appreciable gas generation 
12 Washes off hands and tools easily 


7 Pasted joints are stronger than core with warm water 


*Trade Mark Reg. Send for Literature 





Manufacturers of 








a LYQUAFLOUR 
# h | te h e r; | d 8 r 0 th e r S For cleaner surfaces, better shake- 
out 
ee a 
JOINT SEAL 
Plastic Compound for perfect seal- 
Established 1841 ing 
NEW YORK OFFICE cule aieaiaa 
324 West 23rd St., New York 11, N. Y The liquid sand grain coating 
DOB-IT 
NEW ENGLAND OFFICE 
Ready-to-use core mudding com- 
17 Exchange Place, Providence, R. I. pound 
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®) 
NORBIDE Pressure Blast Nozzles 


outwear any other type 


@ 750 hours using silica sand 
®@ 1500 hours using steel shot or grit 


®@ Air consumption decreased from 
10 to 20 per cent 


®@ Stream contour and 
abrasive velocity maintained 


For YOU, this means 


Wore Sewice per Dollar 


For full details on cost-cutting NORBIDE Nozzles, 
write for your free copy of Form 543. 



















NORBIDE®... ce lougest uozzle life you can buy 


NORTON COMPANY 


43 New Bond Street 


Worcester 6, Mass. 


Galaking better products ,.. tomake other products better 
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Double discharge points on opposite 
sides of Mixer furnished on special order 
only, Standard model has one discharge 
point, 
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Proper preparation of sand for good foundry 
results is a matter of precision—and can be 
consistently accomplished only by equipment en- 
gineered, designed, and built to encompass all 
the many factors involved. And that's a perfect 
description of Clearfield Mixers. There's a Clear- 
field Mixer to meet any sand preparation need. 
Write today for catalog No. 83 for complete 
details. 


CLEARFIELD 


MACHINE COMPANY 
CLEARFIELD 


PENNSYLVANIA, U.S.A. 








INCREASE 
SHELL MOLDING 
DEPENDABILITY 














Send for FREE sample / TODAY 


> 


DOW CORNING CORPORATION, Dept. AH-20. 
Midland, Mich. 


Please send me Free sample of Dow Corning 8 Emulsion 
[_] Data on Silicone Release Agents for the Shell Process 











o) es Zone - State 











President E. W. Jahn of Shell Process, Inc., Chicopee, Mass., 
demonstrates proper spraying technique on their new, fully 
automatic TSM-4 shell molding machine. This new model 
incorporates a number of improvements including a fast- 
operating oven door, two-stage automatic oven heat con- 
trol, readily interchangeable pattern carriage shoes, and an 
ejection platen large enough to permit placement of ejector 
pins around the outer edge of the shell. 


= Zz the Silicone Parting Agent that helps 
assure Fast, Continuous Production of 
Shell Molds and Cores at Low Costs 


Easy release is the key to fast production of dependably accurate shell molds 
and cores at minimum cost. That's why alert production and management 
men specify Dow Corning 8 Emulsion. 

Especially developed for the shell process, Dow Corning 8 Emulsion costs less, 
lasts longer and gives quick, effortless release from even the most complex 
and intricate patterns. Dimensional accuracy is retained through longer runs 
because this silicone release agent cannot break down to form a carbon- 
aceous build-up on pattern surfaces. Pattern cleaning costs are held to a 
minimum; “stickers” are virtually eliminated. 

Easily diluted in hard or soft water, Dow Corning 8 Emulsion is nonflammable, 
non-corrosive and highly resistant to creaming or separating in storage or 
after dilution. For more information and a free trial sample, mail the 
coupon today. 






DOW CORNING 
; DOW CORNING SILICONES 


MIDLAND 


CORPORATION 
MICHIGAN 


| ATLANTA CHICAGO CLEVELAND DALLAS DETROIT LOS ANGELES NEW YORK WASHINGTON, D.C. 
(Silver Spring, Md.) 


| Canada: Dow Corning Silicones Ltd., Toronto Great Britain: Midland Silicones Ltd., London France: St. Gobain, Paris 


FOUNDRY 














































ORIES 


4/7 METHOD 


REFRA 


APPLIED BY 


Everyone recognizes the advantages of pressure 
gunning... but until TRUE GUN-ALL was 
perfected; it was impossible to apply refractories 
satisfactorily by this work-saving method. And 
TRUE GUN-ALL is the only equipment that can 
apply refractories satisfactorily because it uses a 
wet mix. The materials are thoroughly blended in 
the dual tanks, mixed with an exactly measured 
amount of water for proper consistency. The 
complete mix assures perfect adhesion and it is 
further homogenized by controlled air-action in the 
gun. You get an even texture without dry spots 

and less rebound loss with TRUE GUN-ALL. 


The amazing ability of TRUE GUN-ALL can save you materials 
and money... enable you to get more done in less time. TRUE 
GUN-ALL, the really right way to gun materials and get 

—<—_ all jobs done better, faster. 


Let us prove our claims 





... with, no obligation, 
demonstration in your 

plant, with your mater- 
ial. Call, wire or write— 


y, 


Fd 





_ luc 
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For LESS than $10.00 a day for one year... 
much less than you pay a laborer with a hand 
shovel . . . you can own a Baker-Lull 12 cubic 
foot SHOVELOADER. And you get a lot more 
for the money! 


Check all of these features and see why this 
SHOVELOADER compares with others costing 
$350 to $400 more. The lift height is a tall seven 
feet with lifting capacity a husky 1500 pounds... 
900 pounds more than most competitive units. 
The loader arms are located out in front of the 
operator—not around him—to keep him safe from 
injury and give him clear-view visibility at all 
times. The bucket can be cradled low too, giving 
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THE BAKER-LULL CORPORATION, “4 
325 West 9th Street + Minneapolis 20, Minn. a 
Please send full information on the Baker-Lull, Model 20, 12 e 
eu. ft. SHOVELOADER which sells for only $3395.00. e 
e 

PENI 5 $ Sw knee Gs 'sabe'os bob nbs Gwe esas Wesdaneeee ie denaeoees. Ua 
RP ORE EN Wi cccweicen Gaus nuns OesebeNs 6ob0 054s en CORSE SE ROSRS ‘ 
e 

REPRPMEOD sir osnde ches eciabietecbewsesindieeweieessnenaselone) Ht 
a 

Re Diviehon ax SOc Saww gules sss eee nice ate rn tact cas xeeeemcicl male 


Rugged NEW, HOVELOADER 


= mechanizes bulk handling 


for only 339520" 


HOVELOADER 





al, 


him unobstructed forward visibility and making 
it unnecessary to drive backward as with other 
units. Maximum travel speed is 14 MPH. Plenty 
of bucket tilt back at ground level makes it easy 
to get a full bucket every time from stoc kpiles 
Py “letting you reduce handling costs by moving 
more belli 4 in a shorter time. 


Attachments let you do more types of work too. 
Lift forks let you handle palletized loads, the 
crane hook gives you a portable hoist, and special 
buckets are available for handling dense mate- 
rials. Exhaust-destroying catalytic equipment is 
also available for indoor use where necessary. 
Baker-Lull SHOVELOADERS are available in 
sizes ranging from 12 cubic feet to 114 cubic yards 
four wheel drive. Should you desire information 
on other sizes please specify when writing. The 
BAKER-LULL Corporation, 325 West 90th 
Street, Minneapolis 20, Minn. 

*F.0.B. Minneapolis 


meng HOVELOADER 
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designed like an 
ARMADILLO 


hardened wearing surfaces 
and ductile cores 
increase life of UNIVERSAL 


flask pins and bushings 








Universal flask pins and bushings are double quenched and double 

















drawn to produce strong, ductile cores with a fine grain structure 
to enable them to withstand considerable stress, strain and rough 
treatment in the foundry without breaking or chipping. The wearing 
surfaces of both pins and bushings are carburized and hardened 
to improve their wearing qualities and prolong their life. Universal 
flask pins and bushings are precision ground to extremely close 
tolerances to help assure instant, accurate alignment of cope and 
drag. Plain or taper, round or hexagonal and threaded or plain 
types are available in a complete range of sizes. For complete 
information, write to the office nearest you — Universal Engineering 
Sales Co., 1060 Broad St., Newark 2, N. J.; 5035 Sixth Avenue, 


Kenosha, Wis. — or the home office. 








UNIVERSAL ENGINEERING COMPANY FRANKENMUTH 4, MICHIGAN 
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New Automatic “Push-Button” Molding Machine 
Is Simple and Economical To Operate 







No. 21 Type C.F.—Jolt, 
Squeeze and Pattern 
Draw—Automatic-Push 
Button Control 


(Also Made in Smaller 
and Larger Sizes) 








From start to finished mold, the Nicholls #21 Type CF Jolt, Squeeze and Pattern 
Draw Molding Machine is push-button controlled to eliminate dangerous risks, 
costly mistakes—to give you better molds continuously. Precision built for long years 
of service...made with all the safety devices, the hidden ‘‘quality points” that re- 
duce maintenance costs...the know-how that almost half a century of building quality 
molding machines has made possible. If you’re interested in better quality molds 
at lower cost — investigate these machines now. For complete information, write to: 


Wm. H. Nicholls Co., Inc., Richmond Hill 18, Long Island, N. Y. 


NICHOLLS 
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HOW TO PUT THE SQUEEZE 
ON BLAST CLEANING COSTS 


. .. USE MALLEABRASIVE, SHOT OR GRIT. Scientifically heat- 
treated for durability, Malleabrasive lasts longer. Laboratory 












controlled for strength and consistency, Malleabrasive cleans 
better faster. And because it does a better job in less time 
with fewer refills, Malleabrasive cleans cheaper! See for your- 
self. Next time you order blast cleaning abrasive, specify 
Malleabrasive from Pangborn Corp., 1400 Pangborn Blvd., 


Hagerstown, Maryland. 


PANGBORN'S 50th ANNIVERSAR Y—1904 -1954 
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Standard Hines aluminum “Pop-Off” flask. Simply 
move the levers and off it pops, no matter how heavily 
the sand is rammed. Choice of single or double pins— 
round, hexagon or “V” type. Handles, trunnions and 
reinforcing rods available, as required. 
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To get good castings and hold scrap 
loss toa minimum .... the most impor- 


tant thing to do is use good flasks! 


And this is axiomatic, too.... 











YOU'RE BETTER OFF 


with A POP-OFF™ 














3431 WEST 140TH STREET ° CLEVELAND 11, OHIO ° PHONE ORCHARD 1-2806 
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Why, of course the answer is Yes 


‘foundries that use 
SMITH \S:) CORE OIL 


are always satisfied 


with results’’ 


Accident and chance play no part 
in the good results foundries get 
with Smith L-O Core Oil. That's 
because this uniform, high-quality 
binder is available in grades to 
suit specific applications. And, 
Smith foundry service men 
recommend the proper grade 
based on their thorough analysis 
of each customer’s casting 
conditions. 


If you are confronted with a 
particularly tough core problem, 
it will be to your advantage to call 
in a Smith representative for 
consultation. 


It is for this reason that we say: 
Look first to Smith L-O, the name 
that stands for a service as well 
as a product. 





SMITH REPRESENTATIVES 


® COLUMBIAN WAREHOUSE CO. @F. F. SHORTSLEEVE @ST. LOUIS COKE & FOUNDRY 
Reading, Pennsylvania Elmira, New York SUPPLY CO. 
TERIALS CO 7 St. Louis, Missouri 
@ FOUNDRIES MATERIA ; ® MALCOLM G. STEVENS 
Coldwater, Michigan Arlington, Massachusetts ® WESTERN FOUNDRY SAND co. 
Seattle, Washington 
® FOUNDRY SERVICE CO. ® PACIFIC GRAPHITE CO., INC. 
Birmingham, Alabama Los Angeles 22, California @ WESTERN INDUSTRIAL SUPPLY CO. 
Portland 14, Oregon 











ROD pip LIQUID PARTING 


SMITH OIL & REFINING CO. 


MANUFACTURERS OF L-O AND CERTIFIED CORE OILS 
INDUSTRIAL OILS DIVISION @© ROCKFORD, ILLINOIS 
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— the starting point 





for better castings at lower cost... 


COLEMAN OVENS 





The only complete line of Core and Mold Ovens made in 
every type for every method to fit YOUR requirements BEST! 














For better quality castings... for immediate savings in labor, materials and 
fuel, for consistently uniform baking of cores and molds at lower cost, 
install Coleman Ovens. Large and small foundries find Coleman Ovens are 
essential in producing castings to meet the most exacting specifications. 


Performance records prove that Coleman Ovens may reduce overall core 
department costs by as much as 50%. Such savings mean increased 
profits and rapid amortization of the oven cost. Many Coleman Ovens 
have paid for themselves in less than a year! 


Coleman Core and Mold Ovens provide exclusive features resulting from 
over 50 years of specialization in the design and construction of foundry 
ovens and over 10,000 installations in leading foundries. As builders of 
the world’s only complete line of foundry ovens, we have no reason 
to recommend any but the oven best suited to your requirements. 


Experienced Coleman Engineers are ready to help you with your foundry 
oven needs without obligation. Now, with production savings so important 
it will pay you to investigate the unusual advantages of Coleman Ovens. 


Write today for Bulletin 54 





, 
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Coleman Dielectric Core Oven 








CE P| A COMPLETE RANGE OF 
oleman Car-Type Oven TYPES AND SIZES... 


for every core baking and 
mold drying requirement 


Tower Ovens ¢ Horizontal Conveyor Ovens 


THE FOUNDRY EQUIPMENT COMPANY Car-Type Core Ovens * Car-Type Mold Ovens 


Transrack Ovens * Rolling Drawer Ovens 
1821 COLUMBUS ROAD CLEVELAND 13, OHIO Portable Core Ovens * Portable Mold Dryers 


Dielectric Core Ovens 


WORLD'S OLDEST AND LARGEST FOUNDRY OVEN SPECIALISTS @) 
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| fills The Hoist 


















7. That Can't 
Burn Out 
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KELLER TOOL COMPANY 
1323 FULTON ST., GRAND HAVEN, MICH. 































for more 

profitable 
furnace 

Operations 


both front 
and back 


slagging... 
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You can maintain hot metal schedules for your casting line and avoid costly shutdowns by 










using Norton engineered and prescribed CRYSTOLON refractories — slag hole blocks for 
back slagging cupolas, bricks and cement for front slagging cupolas. 


Norton CRYSTOLON?* refractories 


If too much cupola down-time is 
slowing your metal-melting operation 
and cutting your profits, here's a 
Norton R to solve your problem: 

Standardize on CRYSTOLON refrac- 
tories — engineered for highest efh- 
ciency in the handling of neutral and 
acid cupola slags. 

For back slagging cupola the R is 
CRYSTOLON slag hole blocks. For 
capping the notch and lining the slag 
chute in front slagging cupolas it’s 
CRYSTOLON bricks and cement. 

Wherever you use it, this top-quality 
refractory material will stand up under 
temperatures up to 3050°F without 
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softening, spalling or cracking. Its 
extreme density assures exceptional 
resistance to slag penetration and chem- 
ical attacks — and it has 5 to 15 times 
the resistance of ordinary fire clay to 
erosion and corrosion. 


In your own production, these advan- 
tages mean more continuous, more 
trouble-free furnace operations, at 
lower cost. CRYSTOLON bricks and 
blocks are made in sizes and shapes 
to meet every foundry requirement. 
For complete facts, see your Norton 
Representative. Or write to NORTON 
COMPANY, 307 New Bond St., 
Worcester 6, Mass. Canadian Repre- 


sentative: A. P. Green Fire Brick Co., 
Ltd., Toronto 5, Ontario. 








REFRACTORIES 


Engineered... -.. Prescribed 
Qllaking better products... 
to make other products better 


*Trode-Mark Reg. U.S. Pat. Off. and Foreign Countries 
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Here’s part of the seeret of 


R. H. Osbrink’s process 


Close tolerance casting in West Coast plant 
aided by processing cores in Foundromatic dryer 


The R. H. Osbrink Manufacturing Company, 
Los Angeles, has a well-deserved reputation for 
precision and flawless casting of metals. Cast- 
ings in which internal cored finishes are 100 or 
better micro-finish, and castings with a wall 
thickness of 0.100 inch are routine. 

What’s the secret of this precision? 

Men who have studied the R. H. Osbrink 
Co. operations say it is a passion for detail 
... and up-to-date equipment. 

One example is the modern Allis-Chalmers 
dielectric sand core dryer. It helps solve two 
major problems. 

1. It provides cores with high dimensional 
stability — no sag, no slump. 








2. It provides cores with smooth surfaces for 
fine-finish castings. 

In addition, the Foundromatic dryer cuts 
core drying time from hours to minutes and 
reduces handling time. 

Get complete information on the Foundro- 
matic dryer by calling your nearby Allis-Chal- 
mers office. Or send for Bulletin 15B7306C. 
Allis-Chalmers, Milwaukee 1, Wisconsin. A-4365 


Foundromatic is an Allis-Chalmers trademark. 


Finished casting from cores processed 
in Foundromatic sand core dryer 
showing fine surface finish of the 
“Osbrink process.”’ 
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HOW YOU CUT COSTS 


when you cut baking time 96% 


B= MODERNIZATION of this foundry, core-baking time 
with old ovens was 16 hours. Now, with two 60 KW 
THERMEX* Core Baking Units, baking time is only 30 minutes. 
The advantages of this 96% savings in baking time are: 

1. Improves core quality. They don’t sag. They are stronger. Their 
surface is smoother and harder. 

2. Cuts handling costs. Rammers place cores directly on conveyor 


of baking unit. After baking, cores are placed on skid, ready for use. 


3. Cuts storage space. Cores move continuously from sand rammer 
to molding floor. 

4. Fewer core plates needed because their turnover is faster. 
5. Special core runs can be made quickly. No delays. 
Investigate THERMEX Electronic Baking Equipment today! Mail 
the coupon for free booklet. The Girdler Company, Thermex 
Division, Louisville 1, Kentucky. 


*THERMEX—Trade Mark Reg. U.S. Pat. Of. 


te @IRDLER ©) 


A DIVISION OF NATIONAL CYLINDER GAS COMPANY 
THERMEX DIVISION 
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One of two 60 KW THERmEX Electronic 
Core Baking Units at James B. Clow & 
Sons, Coshocton, Ohio. 

Modernization of this core room 

has cut manhours 33%. 


en a SS ae 


The Girdler Company, Thermex Division 
224 East Broadway, Louisville 1, Kentucky 


Please send me the new booklet on Electronic 
Core-Baking 


Name 
Position 
Company 
Address 


City State m 


or 
QO 











USED WITH 


ADAMS JACKETS 
CAST IRON OR ALUMINUM 


Assures you another winning com- 
bination from the most complete 
line of quality flask equipment. 





Write us today for further information. 
Let Adams help you analyze your flask equipment problems. 
MOLDING MACHINES 


The ADAMS Company 


700 FOSTER STREET, DUBUQUE, IOWA, U.S.A. FLASK EQUIPMENT 






ESTABLISHED 
1883 
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TIMKEN’ bearings save mullor 
maintenance at ultra-modern foundry 


HE 24 mullors at the Ford Motor 

Company’s ultra-modern Cleve- 
land Foundry operate automatically 
and continuously on a one-minute 
cycle. The assembly line set-up in this 
plant makes high dependability and 
low maintenance extremely important. 
Beardsley & Piper Speedmullors with 
Timken® tapered roller bearings at 
vital points meet these requirements. 


The Speedmullor’s roller shaft takes 
the main load of the mulling operation. 
Beardsley & Piper mounted it on 
Timken bearings. They have high 
load capacity because they have full 
line contact between rollers and races. 


Result: More dependable operation. 
Timken bearings are made to 
microscopic tolerances so they keep 
the Speedmullor gear shafts in accu- 
rate alignment. This saves gear wear 
and forestalls the kind of trouble that 
could mean a costly shutdown. 

The Speedmullor’s drive shaft and 
bevel gear shaft are also mounted on 
Timken bearings.These bearings 
must take heavy thrust loads as well 
as radial loads. The taper enables 
Timken bearings to take any combin- 
ation of radial and thrust loads and 
no extra thrust devices are required. 





ener! /': 


With all the sand and water around 
these mullors, good bearing closures 
are important. Timken bearings keep 
shafts concentric with housings which 
makes closures more effective. 

Timken bearings are a sure sign 
of quality. When you buy or build 
machinery, always look for the trade- 
mark “Timken” stamped on the bear- 
ings. The Timken Roller Bearing 
Company, Canton 6, Ohio. Canadian 
plant: St. Thomas, Ontario. Cable 
address: ‘““TIMROSCO”. 





mm «This symbol on a product means 
~ its bearings are the best. 














How BEARDSLEY & PIPER mounts gear 
shafts in the Speedmullor on Timken 
bearings for low friction, low mainte- 
nance, high dependability. Receiving 
hoppers under the Speedmullors were 
manufactured by The Jeffrey Mfg. Co., 
Columbus, Ohio. 













~ GREATER LOAD AREA 


Because the load is carried on 
the /ine of contact between 
rollers and races, Timken bear- 
ings carry greater loads, hold 
shafts in line, wear longer. 
The Timken Roller Bearing 
Company is the acknowledged 
leader in: 1. advanced design; 
2. precision manufacturing; 3. 
rigid quality control; 4. special 
analysis Timken steels. 


TAPERED ROLLER BEARINGS 





NOT JUST A BALL NOT JUST A ROLLER THE TIMKEN TAPERED ROLLER BEARING TAKES RADIAL AND THRUST LOADS OR ANY COMBINATION 
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Delta Mudding and Patching Compounds are used to elim- 


inate fins at core joints and to repair core imperfections. They 


are easy to apply ... quickly .. . uniformly . . . smoothly. / 
Due to their high hot and dry strength characteristics they form Fi 
a complete bond which eliminates the danger of gas leakage J 


at core joints. 


f / 
e a 


New... Improved 

DELTA 
Mudding and Patching fy 
Compounds | 













The new DELTA Mudding and Patching “XY 
— 
Compounds are faster, smoother and ex- 

P —_ 
tremely easy to use. They are non-reac- 4 
tive with molten metal, will not expand 
or contract when dried, are highly refrac- 


tory and have a high fusion point. 


wi 


MANUFACTURERS OF SCIENTIFICALLY CONTROLLED FOUNDRY PRODUCTS 


DELTA SLIKTITE 
is a clean, smooth, ready to use plastic-type Mud- 
ding and Patching Compound for use on cores in 
the production of steel, gray iron, malleable and 





non-ferrous castings. 


DELTA EBONY 
is a smooth, black, ready to use plastic-type Mud- 
ding and Patching Compound for use on cores in 
the production of gray iron, malleable and non- 


ferrous castings. 


Ask for working samples of the new, improved Delta 
Mudding and Patching Compounds. Be sure to specify 
SLIKTITE or EBONY. You will also receive complete 


instructions for use. 





DELTA OIL PRODUCTS CO. MILWAUKEE 9, 
WISCONSIN 
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Placing lightweight shavings and chips near discharge end provides a cushion that protects the furnace lining from heavier scrap 





LINK-BELT Oscillating Conveyor proves highly effective 
charging induction furnace at New England foundry 

















B* installing a Link-Belt Oscillat- cessfully in foundries. They find 
ing Conveyor to charge their additional use separating sand and 
large capacity electric induction castings when the feed end section How Positive Action 
melting furnace, this New England has a perforated plate bottom that : | 
non-ferrous foundry achieved two acts as a shakeout. moves materials 
important advantages: Remember, too, you can now save 
(1) An entire furnace batch time and money because 36 in. wide én 
. 5 : , . 2 : a sm DIRECTION OF FLOW 
(213 tons ) of brass mill scrap, chips sections are carried in stock. These c ae a) 
and shavings can be loaded on the pre-engineered sections can be built VV a 7 
conveyor at one time—freeing the up to any desired length. 
operator for other dutics. Whether you need a single ma- 
(2) Positive Action (see box) chine or a complete sand and cast- Positive-action, constant-stroke ¢« 
smooths concentrated loads to a uni- ings handling system—call on Link- centric provides a powerful, yet 
> " . : : > Ip « 4 « A r « d »S 
form, continuous flow at the furnace. Belt. Our engineers will work with gentle upward and forward osc) 
) a Tink Bete Oacil I ; lating motion. Large volumes of 
v7 ) ro > 1]. rT wir cor | ——he| " : 
ver a thousand Lin elt Oscil you and your consultants—help you material are moved in 4-uniform 
lating Conveyors are operating suc- get the finest in mechanized facilities continuous flow, regardless of 
surges. Resonant spring action of 
ofthe resilient legs cuts power require 
€ a ments to a minimum. 
« 
g 4 
"i Se 
& » 
& ja 








CONVEYORS AND PREPARATION EQUIPMENT 





LINK-BELT COMPANY: Executive Offices, 307 N. Michigan Ave., Chicago 1. To Serve Industry There Are Link-Belt Plants and Sales Offices in All Prin- 
cipal Cities. Export Office, New York 7; Canada, Scarboro (Toronto 13); Australia, Sydney; South Africa, Springs. Representatives Throughout the World, 
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Here's a New, Easy Way to 


NEW .. 


ELECTROMET ferrovanadium now comes packed in 
bags. This makes it easy to charge to the furnace or 
add to the ladle. 


NO WEIGHING... 


Each bag holds exactly 25 lb. of contained vanad-um. 
Just count the bags. Weighing is not necessary. 
EASY TO IDENTIFY... 


Bags have wide blue bands for positive identifica- 
tion. Dirt is kept out and there is no chance of mixing 
with other alloys. , 








LOWER HANDLING COSTS... 

You can get pallet shipments at no extra charge. 
Pallets are easy to handle by lift truck or crane — and 
they need not be returned. 










HIGH-QUALITY ALLOYS... 

ELECTROMET ferrovanadium is uniform in analysis, 
closely graded, correctly sized, and physically clean. 
There are four grades high-speed, special, open- 
hearth, and foundry. 



















IMMEDIATE DELIVERY ... 

Write, wire, or phone for more information about 
how ELEcTROMET’s bagged vanadium can cut your costs. 
Offices in principal steelmaking centers 









The term ‘Electromet” is a registered trade-mark of Union 





Carbide and Carbon Corporation. 







ELECTRO METALLURGICAL COMPANY 
A Division of Union Carbide and Carbon Corporation 
30 East 42nd Street [Jia New York 17, N. Y. 

In Canada: Electro Metallurgical Company, Division of 


Welland, Ontario 









Union Carbide Canada Limited 
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Four Fuller Rotary Compressors, Elliott steam-turbine driven, have a total capa- 


city of 6760 c.f.m., at 110 p.s.i. 


depends on FULLER AIRPOWER 


Four Fuller Rotary Two-stage,Com- 
pressors put Pratt & Whitney Air- 
craft’s engine plant in East Hartford 
on a 100 p.s.i. air diet for such opera- 
tions as shot peening, spray booths, 
air cleaning, and air-operated chucks. 


Pratt & Whitney Aircraft has 
joined no small family of users; food 
and chemical plants, steel mills and 
cement mills, gas-gathering plants, 
refineries, automobile plants, found- 
ries and machine shops, public utili- 
ties, and many others depend on 


Fuller for compressor equipment, 
wherever air is required. 


Whether your air-plans call for 
single-stage, two-stage single-stage 
duplex or two-stage duplex—you can 
be sure Fuller has the compressors 
which gives you a dependable source 
of pulsation-free air up to 3300 c.f.m., 
125 p.s.i., with maintained capacity 
for the life of the machine. 


Write for Bulletin C-6, Fuller 
Rotary Compressors. 


FULLER COMPANY, Catasauqua, Pa. 
Chicago 3—120 So. LaSalle St. 


ft lle San ae 4—420 Chancery Bldg. 





PIONEERS OF HIGH-EFFICIENCY VANE-TYPE ROTARY COMPRESSORS 








@ Fluidity spiral of gray iron deoxidized 
with FERROCARBO® is 40% longer than 
spiral yielded by untreated gray iron. 


>$ start with more fluid iron... 


And iron deoxidized with FERROCARBO® patented Briquettes 25 more fluid at 
casting temperatures than untreated iron. You can prove this ina ten day test in 
your cupola. Longer runs are evident from the first day you add FERROCARBO 
to the charge. After eight to ten days, when the sprues and returns are 
saturated, the spiral fluidity molds will show considerably longer runs. 

Another advantage is a substantial reduction in misruns— especially in 
castings with complicated molds and thin sections. You will get increased 
silicon recovery, too; and you can charge more scrap — steel or cast iron 
because FERROCARBO reduces the chilling tendency. 

The man who uses your castings will find them finer-grained, denser, 
stronger... much easier to machine (and easier on his tools) because they 
contain fewer segregations, chilled or hard spots 

@ MAKE YOUR OWN TEST. Call your FERROCARBO Distributor today. Or 

write for the free booklet, “Producing Superior Gray Iron Castings.” 

Address. The Cat jum Company, Dept. F 84-43, Niagara Falls, N.Y 


2 


REGISTERED TRADE MARK 


FERROCARBO DISTRIBUTORS: 


KERCHNER, MARSHALL & CO. 
PITTSBURGH « Cleveland « Buffalo 
Philadelphia * Birmingham « Los Angeles 
MILLER & COMPANY 


CHICAGO - St. Louis ¢ Cincinnat 


WILLIAMS & WILSON 
TORONTO « Montreal « Windsor 


@ In Canada, “Carborundum” and “‘Ferrocarbo” 
are registered trademarks of Canadian Carborundum 
Company, Ltd., Niagara Falls, Ontario 


| by CARBORUNDUM 
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This is how the Dings ‘IN-LINE’ 
operates over belt conveyors. Mag- 
netics are picked up and discharged 
in the same direction.as the material 
flow—lead end of rods can’t jam up 
against magnet while trailing edge 
gouges belt. Dings ‘IN-LINE’ RM 
Magnet is widely used*over vibrat- 
ing pan conveyors. 


... the most complete line of electric and non-electric, 
permanent, Alnico Magnets and Magnetic Separa- 
tors is available from Dings for the protection 

of your processing equipment and product. 

Learn about the application of magnets in 

industry . . . send for a copy of Catalog 

C-5000-B. 








DINGS "IN-LINE" 


MAGNET 


Roppen, destroyed conveyor belts are the usual 
result of trying to separate long iron rods from 
belt burdens with ordinary suspended tramp iron 
magnets. 


Dings new “IN-LINE” Suspended Self-Cleaning 
Magnet eliminates this risk. Its self cleaning belt 
moves in the same direction as the conveyor over 
which it is suspended. The “IN-LINE” picks up 
and discharges tramp iron in the direction of 
material flow. 





You can see the difference this makes — the 
leading end of a rod can’t jam up against the mag- 
net face while the trailing end digs into and rips 
the belt. 


The “IN-LINE” is a self-cleaning version of the 
Dings RM rectangular magnet—the most efficient 
ever designed for removing tramp iron from con- 
veyor belt burdens. Available in standard sizes to 
meet almost any belt speed, width or burden char- 
acteristic requirements. Write today for a copy of 
the new Dings RM Catalog, 1315-A. A note on 
your letterhead will do. 


DINGS MAGNETIC SEPARATOR COMPANY 
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4708 West Electric Avenue @ Milwaukee 46, Wisconsin 








Mieet the ‘‘expert’”’ who 








a 
Core Handling Cores by the thousand—special racks holding from 10 to 100, depending on 


size—are moved from core-making to molding lines by 6000-lb. Clark truck. 


Charging the Annealing Furnaces 


Castings from temporary storage are packed in alloy containers on 
roller trays and placed by Clark truck on the receiving stand of an 


Servicing Trim and Sprue Line 


Castings shaken from the molds are sprued, trimmed, and inspected, then 


loaded in tote boxes and taken to temporary stor y Clark truck, 


Boxes are stacked 4-high. loads range from 1500 to 4500 pounds annealing furnace. 











Tee 








revolutionized handling 
methods at Albion Malleable 












OS, agit 


Discharging the Annealing 
Furnaces When discharged from an annealing furnace, 
casting containers are emptied into self-dumping hoppers by a Clark, 
and transported to cleaning where they are magnet charged into shot 
mills. The truck is equipped with a 360° rotating device and 42” adjust- 


able: forks. 





Loading for Shipment 
Castings scheduled for shipping are taken from storage 
bins into self-dumping hoppers on Clark trucks —weighed, 
then dumped directly into semi-trailers, 














Finished Castings Put in Shipping 
Storage Bins Cleaned, sheared or milled and pressed to true 


alignment, castings are taken by Clark truck in self-dumping hoppers and 
deposited in designated shipping storage bins. Space beneath the bins is utilized 
for press die storage. 


Placing New Die setting o die ino hydraulic 
press—formerly a hazardous, back-breaking job—is a trifling task 
for the husky Clark. Clarks also handle a variety of maintenance jobs 
as well as the undertaking of special tasks in operations such as 


melting and molding. 


‘Thorough integration is necessary for economical plant operation 
—Clark trucks help make it possible.” 


T. T. Lloyd, Manufacturing Manager 
Albion Malleable Iron Company, Albion, Mich, 


“Frankly, we couldn’t operate this plant economically without 
fork trucks—they give us versatility, flexibility of movement 
and tight control essential to integration of our production... 
Our Clark 6000-lb. trucks—three gas powered, one electric 
Ready Power—have helped us immeasurably in modernizing 
our methods and eliminating unnecessary hand labor.”’ 

Your local Clark dealer, listed in the Yellow Pages under 
“Trucks, Industrial,’ can help you achieve the same sort of 
low-cost integration. Call him—there’s no obligation. 

















CLARK 


EQUIPMENT 


Industrial Truck Division 


CLARK EQUIPMENT COMPANY 
Battle Creek 16, Michigan 








GET MORE HOURS OF SERVICE FROM 
Thermalloy* radiant tubes 


Make Electro-Alloys your source if you want 
radiant tube assemblies that will give more life 
and reduce maintenance costs. 

All components are produced in suitable analy- 
ses under close metallurgical supervision, and 
with X-ray control. The straight tube sections 
are centrifugally cast in such a way that wall 
thickness is uniform throughout; i. e., inside 
diameter and outside diameter are concentric, 
and thickness is the same the full length of the 
tube. All finished assemblies are pressure-tested 





ELYRIA, OHIO 

















before shipment to insure freedom from leakage. 
As a result, you are assured of radiant tube assem- 
blies that last longer without cracking, warping 
or sagging. 

Whatever your needs in radiant tube assem- 
blies or other heat- -treating equipment—you'll 
get more operating economy from high heat- 
resistant Thermalloy castings. Let us know your 
requirements. Call your nearest Electro- Alloys 
engineer or write Electro- Alloys Division, 5008 
Taylor Street, Elyria, Ohio. 


ELECTRO-ALLOYS DIVISION 


*Reg. U.S. Pat. Off 
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Tw FANNER CHILL COILS 
‘OUR BEST DEFENSE epuiust saound. castings 


e Castings with different size sec- 





tions need ‘‘relief from the heat’’ 
in the larger sections to equalize 
cooling rate throughout—to prevent 
sponginess, checks and cracks due 


to uneven shrinkage. 


| 


Fine Fanner Chill Coils, because of 


a) ; 
? 
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their wide range of sizes, shapes 


( 


and metals, enable you to solve 
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cooling problems where large masses 











5 


of metal are not involved ... prevent 
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rejects and get sounder castings than 


; 
‘ 





ever before. Illustrated are a few 








fine Fanner Chill Coils used by lead- 





ing foundries. Gauges, diameters, 
coil and tail length can be varied to 


suit any job. 








Showing how metal has kicked 
away from ordinary nail head 
vsed in light casting section. 


Write for complete catalog 
of fine Fanner Chills today. 







THE FANNER MANUFACTURING COMPANY 
designers and manufacturers of FINE FANNER CHAPLETS AND CHILLS 
BROOKSIDE PARK CLEVELAND 5, OHIO 












In Canada: CANADIAN FANNER, LTD. e@ Hamilton, Ontario 


Showing a perfectly solid cast- 
ing with fine Fanner Chill Coils. 
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INSERTING DRILL 
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Wide or Narrow Slots 
.014 


C.M.SMILLIE & CO. 


1124 WOODWARD HGTS., FERNDALE 20. MICH 


READERS’ COMMENT 


Training Indian Foundrymen 
TO THE EDITORS: 

I was just going through the May 
issue of Foundry and in reading 
your editorial, my mind went back 
several years to 1945, I believe. At 
that time Mr. Schnur was in China 
serving on the Donald Nelson Mission 
and I wrote in regard to his failure 
to receive his copies of FOUNDRY. 
You wrote me such a nice note that 
I’ve always felt I somehow knew you 
personally. I thought perhaps you 
might be interested in learning what 
we are now doing. 

For the past two years we traveled 
the length and breadth of India via 
trains (which leave much to be de- 
sired) jeep, rickshaw, tonga and bul- 
lock cart. Mr. Schnur was sent on 
this assignment by the Armour Re- 
search Foundation of [Illinois In- 
stitute of Technology. He did spot 
consulting, lecturing and gave phys- 
ical demonstrations on foundry prac- 
tice in over a hundred foundries. If 
anyone knows the ills of the Indian 
foundries, he surely does. 

We returned to India this February 
at the specific request of the govern- 
ment of India and the Institute of 
Indian Foundrymen to establish a 
Training Center at the Indian In- 
stitute of Technology of Kharagpur, 
India, for the practical training of 
Indian foundrymen. The first class 
of 22 men from all over India will 
finish their three months’ training the 
last of June, and there have already 
been more than enough applications 
filed for the remaining classes. Mr. 
Schnur and the Indians promoting 
this program feel this Training Cen- 
ter will be the means of reaching and 
helping the greatest number of 
foundrymen. 

What I started to say before I got 
off on this subject that I’m so very 
interested in, is that all the two 
years that we traveled, and of course 
now that we are settled, we have 
never missed an issue of FOUNDRY. 
The Armour Research Foundation 
has always sent them to us; some- 
times due to difficulties in reaching us 
they were delayed, but always deeply 
appreciated. We read them, then 
run a lending library for Mr. 
Schnur’s students so they are very 
well read. 

We have gone through our ex- 
tremely hot season and are now en- 
tering the monsoon season which 
really brings India to life. Where 
the ground was sear and brown, now 
it is lovely and green. 

By the way, sometime ago in one 


of the popular weekly magazines I 
read an article called, “I Rode Uncle 
Sam’s Gravy Train.” I wish to tell 
you that this is one family that is 
riding Uncle Sam’s work train and 
there are quite a few Americans that 
I have met over here that are on the 
same train. 

Mrs. JOHN F. SCHNUR 
LI.T. Bung. A-4 
Kharagpur, India 


Spot Test Identification 
TO THE EDITORS: 

We were interested in a question 
appearing in the “Questions and 
Answers” section, page 132 of the 
November 19&3 issue of FOUNDRY. 
The specific question was under the 
heading “Spot Test Identification’’ 
concerning a possibility of distin- 
guishing between manganese bronze 
and aluminum alloys. 

For the past year and a half the 
Magnaflux Corp. has been market- 
ing the Magnatest FM-100 Conduc- 
tivity Meter—a device for measuring 
the electrical conductivity of non- 
ferrous materials. The readings are 
obtained by merely placing a small 
hand-held probe on the surface of the 
test piece, turning the large dial and 
reading the value directly from this 
dial. The readings are relatively in- 
dependent of size or shape of the 
part. No electrical contact is neces- 
sary to obtain a measurement. 

The values of electrical conduct- 
ivity for manganese bronze and a- 
luminum bronze in both the cast and 
wrought form are given below*: 


Cast manganese bronze 12 to 18 
Cast aluminum bronze 13 to 14 
Wrought manganese 

bronze 24 


Wrought aluminum bronze 12 to 17 


*Per cent, international annealed cop- 
per standard. 

Since the values of electrical con- 
ductivity for cast manganese bronze 
and aluminum bronze overlap, this 
method could not be used to distin- 
guish accurately between these two 
alloys. However, if both were in the 
wrought condition, this method could 
be a fast, accurate and simple means 
of determining one from the other. 

If there is any further information 
you feel necessary we would be 
more than happy to submit it to you. 

W. A. CANNON JR 
Engineer 
Magnaflux Corp. 
7300 W. Lawrence Ave. 
Chicago 31 
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We’re looking forward—not backward. Today, in a 
new plant, with modern manufacturing facilities, The 
Shanafelt Co. is building the finest steel flask in its 
many, many years of building this dependable product. 
And there are new improvements ahead. 


It is a great satisfaction to realize that we’re here 
today because foundrymen have found our products 
good, our prices sensible, and our promises dependable 
Let us assure all our friends that, while we'll always 
change and improve our products, we'll never 
change the fundamental policies that have 
given us these 60 successful business years. 


THE SHANAFELT MANUFACTURING CO. 


2600 - 2700 Winfield Way N. E., Canton, Ohio 
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Economy-minded foundrymen requiring foundry flasks invariably 
specify STERLINGS. Why? Because they know, when they buy the 
best, they’re bound to get a bargain! STERLINGS last longer . . 
much longer than ordinary flasks . . . because they are fabricated 
from special hot rolled steel henna’ having a tensile strength of 
70,000 Ibs. They can take hard punishment, day after day, for years. 
That’s why Sterlings actually cost less. 


Get all the facts! Write 2 ert hi 
today for your copy of ) 


Sterling Flask Catalog. 


STERLING WHEELBARROW O. |. ED gs sisiery Compony 
Main Office and Plant * Milwaukee 14, Wis.,U.S. A. ‘Qi STERLING FOUNDRY SPECIALTIES, LTD. 


Branches and Dealers in phasis Cities London, Bedford and Jarrow-On-Tyne, England 


Manufacturers of Foundry Equipment for Almost Half a Century 
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Let's Talk Castings! 


A new idea in the promotion of an industry was introduced recently when the 
Committee of Railroad Suppliers undertook an ambitious program of telling the 
American public of the accomplishments, importance and problems of the nation’s 
railroads. 

To start the campaign, the committee staged a press luncheon in New York, 
with 250 present. Those from the press included feature writers and editorial 
representatives of business publications, news wire services, newspapers, magazines, 
radio and television. Also present were top railroad executives and representatives 
of the 22 companies who make up the committee. It is interesting to note that 
18 of these companies operate foundries. 

To brief the press, Benjamin F. Fairless, chairman, United States Steel Corp., 
presented impressive facts and figures on the accomplishments of the railroads in 
both peace and war, but pointed out that today 13,000 steelworkers are out of jobs 
because railroads cannot buy equipment that they should buy and would buy if 
they could afford to do so. Analyzing the problem of that industry, he stated that 
American railroads are being taxed to death, bargained to death and regulated to 
death. For a healthy economy, the freedom to compete should not be denied any 
American enterprise. 

On the day following the luncheon, full-page advertisements sponsored by the 
committee appeared in newspapers across the country. Headed “There’s a lesson 
for businessmen in that old familiar station,’ the text tells of the railroads’ 
modernization and rebuilding program and the problems developed by rigid gov- 
ernment regulations. A booklet, “A Look Beyond the Station,” is being distributed 
to 50,000 business men. 

Judging from the success of the initial effort, the program has possibilities for 
tremendous service to the railroad industry. 

Is it possible that suppliers to foundries also might do more to promote the 
greater use of castings throughout the metalworking industry? 

If all those connected with companies supplying the industry were to become 
more familiar with the advantages, properties and range of applications of cast- 
ings, and would talk about them wherever metallic components are used, foundries 
should benefit through some improvement in sales. As a corollary, foundries 
would be in a position to buy more materials and machines. 

The first step in such a program became apparent from comments of foundry- 
men following the recent Foundry Show. While numerous equipment producers 
have utilized castings wherever possible, many are using parts produced by other 
methods. Part of the responsibility may rest with a lack of an aggressive sales ef- 
fort on the part of foundrymen, a condition which is improving rapidly. 

Nevertheless, the fact remains that promotion of the use of castings by those 


supplying foundries would appear to be a must. 


His. Eo nudes 


Editor 
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Fig. 1 (above)—Bucket elevator used to 
raise coke when a skip or belt conveyor 
will not fit into the existing layout 


Fig. 2 (below, left)—Monorail system titted 
with scale beam and bottom dump bucket 
takes charge to side-dump charger on cupola 














Fig. 3 (below, right)—High-production sand 
preparation unit supplies a continuous flow 
of prepared sand to a plant's molding system 
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Fig. 4—Used by large foundries to transport 
cores to molding stations, trolley conveyors 


provide economical transportation. 


They re- 


quire no floor space and offer flexible paths 


Developments in 


FOUNDRY MECHANIZATION 


By R. J. GEITMAN 


Sales Engineer 
Link-Belt Co., Chicago 


ATERIALS handling is of prime importance 

in a modern foundry, for approximately 40 to 

50 per cent of the total labor expended is re- 
quired to handle bulk material. This figure ap- 
plies to small as well as to large foundry installa- 
tions. It is estimated that approximately 150 to 
200 tons of material must be handled to produce 1 
ton of good castings. 

With a more competitive market forecast in the 
future, it is essential to review all foundry opera- 
tions to determine the most economical ways to 
perform them. Mechanization frequently points 
the way. Increased production, lower unit cost and 
improved working conditions are the primary pur- 
poses of mechanization. New developments in 
foundry practice such as shell molding, the D- 
process, pressure molding, investment molding and 
automatic molding have opened new fields for in- 
genious design of materials handling equipment. 

It is essential to conserve and to make the most 
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efficient use of labor by augmenting its efforts 
with mechanical devices, when practical, in order 
to create more efficient operation. When mate- 
rials handling operations are performed manually, 
they usually are hot, dirty, dusty and hazardous 
and involve plenty of lifting, shoveling and other 
forms of drudgery. Improvement of such condi- 
tions not only is good economics, but also will at- 
tract more competent workers to the foundry in- 
dustry. 

The real problems of mechanization appear when 
we consider the extent to which any individual 
foundry can mechanize profitably and consider the 
variables which govern such consideration. Prob- 
ably no two foundries are exactly alike in their 
building layouts, operating methods and manage- 
ment. All of these factors influence the selection 
and arrangement of equipment as well as the ton- 
nage handled and class of work produced. Each 
plant requires individual study and analysis. 





Flexibility is of utmost importance in mechaniza- 
tion. Due consideration also must be given to eco- 
nomical operation when the foundry is functioning 
at half capacity, as well as at full capacity or over 
it. Regardless of size, foundries planning to mech- 
anize should start with a carefully considered over- 
all plan, even though the economics of complete 
mechanization cannot be foreseen immediately. 
Thus, units may be installed step-by-step, always 
following the over-all plan and allowing for read- 
justment and careful selection of work to be placed 
on the mold and sand handling systems as the or- 
ganization develops experience in their usefulness. 
Often it is better to take this step-by-step approach 
even though the economics of complete mechaniza- 
tion are indicated in the beginning. 

There are several fundamental 
sider in formulating a materials handling system 
in any foundry. They are these: 

1. Analyze accurately the capacities required to 
meet the sales potential. 


steps to con- 


Fig. 5—Molders should be 
relieved of all duties 
except making molds and 
should be provided with 
overhead sand supply and 
the proper type of mold- 
ing machine. The modern, 
mechanized foundry shown 
here uses continuous car- 
type conveyors to trans- 
port molds through pour- 
ing, cooling and shakeout 


2. Make a careful study of present equipment and 
building facilities if the foundry already exists. 

3. Attempt to obtain straightline flow in the pro- 
duction processes from the entrance of raw mate- 
rials in the plant to finished castings leaving the 
shipping room. The advantages of this flow are 
apparent when one observes some of the commer- 
cial plants that have “grown like Topsy.”’ 

4. Develop a flow sheet layout for study and dis- 
cussion with the foundry personnel including found- 
ry superintendents, foundry engineers and the en- 
tire top administrative staff. 

5. After a desirable flow has been finally estab- 
lished, develop a more detailed layout. In develop- 
ing this layout, study each department separately, 
making large scale layouts involving equipment and 
that department. These 
separate layouts then can be integrated into the 
final layout. 

Now let us consider some of the materials han- 
dling operations in the foundry and the various 


operations essential to 


methods which can be employed for that purpose. 

Raw Materials—Raw material handling in the 
material yard should be arranged for unloading by 
a monorail conveyor or yard crane to storage bins, 
depending upon the size of operations and the 
physical limitations of the yard facilities. An elec- 
tromagnet generally is used in conjunction with an 
overhead yard crane spanning the entire unload- 
ing area. Transfer of material for making up the 
charge is accomplished with similar units. Fig. 2 
illustrates a monorail system fitted with scale beam 
and bottom dump bucket for transporting the 
charge to the side-dump charger on a cupola. 

In a large production foundry, the unloading and 
charge makeup system is more elaborate and might 
include a charge makeup unit, consisting of bins for 
coke and limestone. The charging bucket is trans- 
ferred on a car underneath the bins and is arranged 
with a scale. for making up the charge from the 
various bins. 

Slag handling can be simplified by an hydraulic 


slag disposal system and will produce a usable by- 
product. This equipment cleans up the melting de- 
partment and relieves the cupola tender and charg- 
ing crew of hot and disagreeable work. 

One of the major considerations in handling coke 
in the foundry is to keep the breakage at a min- 
imum. Wherever possible, and where quantities 
are sufficient, probably the best method yet devel- 
oped for unloading foundry coke to storage is by 
an automatic skip hoist receiving the coke from 
bottom dump hoppers and very gently elevating 
the coke to a belt conveyor that will deliver the 
coke to storage bins. 

In some instances elevators are used to elevate 
coke, as illustrated in Fig. 1. An elevator usually 
is used when a skip or belt conveyor will not fit 
into the existing layout. The coke is fed to the 
elevator by a belt conveyor that feeds a uniform 
quantity of coke from a track hopper, and in han- 
dling coke the slow-moving, continuous-type bucket 
elevator is used to eliminate degradation of mate- 
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Fig. 6—This illustration de- 
picts the flow of mold- 
ing sand through a typi- 
cal mechanized foundry, 
from shakeout hopper to 
molding station. The sand 
constitutes the greatest 
bulk of material handled 
during the molding cycle 
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Fig. 7 — Sand prep- r | BATCH 
aration units for HOPPER 








the small foundry 
follow the pattern SAND AND CASTINGS PREPARED SAND 
illustrated in this FROM FOUNDRY TO MOLDING AREA 
view. If a_ step- 
by-step expansion 
program is planned, 
this highly flex- 
ible unit might be 
considered as the 
original installa- 
tion. It can be ex- 
panded if necessary 
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FOR SAND AND CASTINGS _ ae 
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Fig. 8—Mechanized foundry has two mold- 
ing lines, one arranged with a continuous 
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Fig. 9—Mold shears off bottom board and dis- 
caarges to a shakeout screen where the castings 
are separated from the sand and then discharged 


rial as much as possible. 

The coke discharges over a bar grizzly for re- 
moval of breeze at the top of the bin. The bin may 
be of the two-compartment type, with one compart- 
ment for coke and the other for limestone, which 
is loaded in the bin by a clamshell bucket operated 
from an overhead crane. 

Coreroom—In the majority of foundries, consid- 
erably more attention has been given to the actual 
molding operation than to the core and finishing 
departments. This attention is only natural since 
the molding operations represent a larger potential 
for saving indirect labor. However, coreroom and 
finishing room operations consume a great amount 
of indirect labor in handling and rehandling of ma- 
terials. They warrant careful study to eliminate 
bottlenecks and back-tracking. 

Selecting the proper type of core oven represents 
a major problem in any coreroom. Most foundries, 
particularly those making diversified types of cast- 
ings requiring both large and small cores, will find 
that a batch-type oven is very practical and offers 
considerable fiexibility. A foundry may want to 
use a continuous-type oven in addition to a batch- 
type oven. The continuous-type oven certainly of- 
fers many advantages from a materials handling 
standpoint because cores can be conveyed from the 
coremaker to the oven in a straightline flow, and 
baked cores can be taken from the core oven at the 
opposite side. All of these operations are continu- 
ous, not intermittent, as they are with the batch 
oven. 

Large foundries utilize trolley conveyors, Fig. 4, 
to transport cores to the molding stations; this 
type of conveying medium economical 
transportation because of its flexibility of path. No 


provides 


floor space is required since it is suspended from 
overhead. The small foundry trucks cores to the 
molding stations in core carts or lift trucks. Sand 
distribution by drop-bottom buckets traveling on 
an overhead monorail and discharging into the 
coremakers’ hoppers is another worthwhile ma- 
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Fig. 10—The pouring zone of two mold conveyor 
lines in a high production mechanized foundry 
is screened off from the remainder of the plant 












Fig. 11—Overhead trolley weight conveyor syn- 
chronized with mold conveyor further eliminates 
manual handling of weights or clamping of molds 
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Fig. 12—In this view of the spruing and _pick- 
ing section of @ heavy-duty casting apron con- 
veyor, castings are put in the containers shown 


terials handling operation. 

Sand Preparation—Sand constitutes the greatest 
amount of material handled during the molding 
operation. Consider the flow of molding sand 
through a typical mechanized foundry as illustrated 
in Fig. 6. Sand is fed from the shakeout hopper 
at a uniform rate by a belt feeder equipped with 
a magnetic pulley. After magnetic separation of 
the tramp iron, the sand is elevated by a bucket 
elevator discharging to a sand screen located above 
the shakeout sand storage bin. Screened sand 
falls into this bin and is withdrawn from the bot- 
tom by gates to batch hoppers, for measurement. 
It then enters the muller for conditioning for mold- 
ing. In most cases, prepared sand is cooled during 
the mulling cycle. 

Prepared and cooled sand is discharged from the 
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Fig. 13—View shows transfer point between cleaning room and shipping room 
trolley conveyor of type that can tie together widely separated departments 


muller to a hopper large enough to take the mul- 
ler’s capacity. The sand is fed from this hopper by 
a belt feeder to a bucket elevator, which discharges 
the sand to a revivifier. The revivifier imparts flow- 
ability to the sand and discharges it onto a distrib- 
uting belt conveyor in an aerated condition. Sand 
is plowed from the distributing belt conveyor to 
the molders’ hoppers. 

Sand preparation units for the small foundry 
have been standardized in one instance as illus- 
trated in Fig. 7. Sand and castings are dumped 
by tractor shovel into the oscillating conveyor, 
which is arranged with a double deck trough for 
removal of sand from castings. The top deck of 
the oscillator acts as a shakeout, and the discharge 
end provides ample room for spruing and sorting. 
The bottom deck conveys the sand to a magnetic 
belt conveyor for removal of tramp metal. 

The elevator lifts the shakeout sand to a meas- 
uring hopper or a storage bin over the muller 
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where sand will be mulled and aerated properly. 
Sand then is distributed to the molding stations 
by the tractor shovel, which also serves to return 
the sand and castings to the shakeout oscillator. 
This is a highly flexible unit for the small foundry 
and should be considered for the initial installation, 
as a small unit that can be expanded in the future 
if desired. 

Automatic operation of sand preparation plants 
has been accomplished with sand storage bins, 
apron feeders for drawing measured amounts from 
the sand storage bin, and bond feeders for accurate- 
ly proportioning the bonding ingredients. All oper- 
ations are performed automatically by electrically 
timed control, so that the mullers operate and dis- 
charge alternately for continuous flow of prepared 
sand to the system. Moisture control equipment 
also is automatic, so that uniform molding sand is 
automatically for the high-production 

(Please turn to page 216) 


produced 
foundry. 













STRESS 
Vs 
STRAIN 
IN 







By JOHN B. CAINE 
Foundry Consultant 
Cincinnati 


Pointing out that 10 per cent of hot tearing occurs in a fashion dia- 
metrically opposed to what is predicted by stress considerations, the 
author suggests here the possibility of a strain concept of hot tearing 


DISCUSSION of stress and strain in hot tear- 
ing is perhaps quibbling. Usually it makes 
little difference whether we say and think 
stress or strain. In a few cases—around 10 per 
cent—it does, and many times this 10 per cent 
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represents the castings that cause the most trouble 
and expense in the foundry. 

This matter of stress and strain has become 
quite important since Bishop, Ackerlind and Pel- 
lini! advanced the final proof that hot tears form 
through liquid films present when the metal is over 
95 per cent solid and then advanced their strain 
theory of hot tearing. If these findings are ac- 
cepted—and it is difficult not to accept them 
stress cannot be used in any study of hot tearing, 
for a liquid cannot transmit tensile stress. Com- 
pressive stress occurs, but tensile stress is required 
for rupture. A mass composed of solid dendrites 
separated by thin films of liquid metal has no co- 
hesion except that due to liquid surface tension 
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and perhaps to a slight interlocking of the solid, 
plastic dendrites. This cohesion cannot transmit 
more than ounces or, at the most, a pound or so 
of tensile stress. 

A basic difficulty in substituting strain for stress 
arises from classical mechanics and strength of 
materials which teach the sequence stress-strain. 
This difficulty is merely mental, for this sequence 
is only a matter of habit. Classical mechanics can 
be adapted to strain rather than stress merely by 
reversing the sequence to strain-stress. There are 
examples, even in classical mechanics, of this re- 
versed sequence. 

First, let us define what stress and strain are. 
Webster gives the following definitions: Stress- 
Mutual force or action between contiguous parts 
of a body caused by external force. Strain——Dis- 
tortion due to stress, or force. 

According to these definitions, strain is the re- 
sult of stress, and the mechanical engineer views 
these two phenomena in this sequence. Strain 
(contraction or elongation of the part) occurs as 
the result of the force applied, which is stress. 
However, this view is not necessarily correct in all 
vases. The universal acceptance of this sequence 
is due only to the fact that in mechanics, strain 
results from stress in the great majority of in- 
stances. 

An example of the reverse sequence, taken di- 
rectly from classical mechanics and strength of 
materials, is that of a shrink fit. In this example. 
shrinkage of a hub or rim about an axle or center 
(strain) causes the stress that holds the parts to- 
gether. This example from classical mechanics 
may seem exactly analogous to that in the foundry 
when metal is shrinking around a core. However, 
in some instances (the 10 per cent) the casting 
shrinking around the core does not behave as it 
should if only stress, as predicted by strength of 
materials, is used. 

Shrink fits have been studied both theoretically 
and experimentally to the point that their mechan- 
ics can be expressed by a simple but cumbersome 
equation. This equation can be expressed graph- 
ically for any given shape as shown in Fig. 1. 


FOUNDRY 





— a —— I 











a 








ater 


als 





Pea ZZ 27) —% 


O 
LL 


3 
i 
g 
4 
, 
3 
g 


2—Showing hot tears . 
y may develop in casting 


Hi 
3 
3 
A 
3 
3 
3 
A 
3 
3 
s 
s 
A 
Hi 
3 
2 
3 
A 
A 
A 
; 
s 





i cnet 
ieedlieona alle 


Then, too, shrink fits in mechanics are only a 
special case of the general problem of pressure- 
containing vessels. Three important points derive 
from Fig. 1 and from the general laws of pressure- 
containing vessels that are important in this dis- 
cussion of hot tears: 

1. When one part is shrinking around another, 
the major stress is tangential (causing ruptures 
parallel with the major axis), and the stress is at 
a maximum at the inner diameter or surface (Fig. 
la). 

2. This tangential stress decreases toward the 
outer diameter or surface. The amount of stress 
at both inner and outer surfaces decreases as the 
wall thickness increases (Fig. 1b). 

3. If a casting is shrinking around a core sur- 
rounded on four sides by metal, the longitudinal 
stress—causing peripheral ruptures—is only half 
of the tangential stress—causing longitudinal rup- 
tures (Fig. 1c). The same conditions apply if the 
casting is shrinking around a core open on both 
ends and clamping itself to a relatively noncol- 
lapsible core to prevent longitudinal contraction. 

If castings shrinking around core follow the 
stress laws of shrink fits and pressure-containing 
vessels, hot tears should occur as shown in Fig. 1. 
They should start on the inner surface in contact 
with the core. The susceptibility to hot tears in 
the outer surface should always be less than in the 
inner surface, and this susceptibility should de- 
crease as the wall section of the casting increases. 
The relative severity of peripheral hot tears should 
be less than (not over half) longitudinal hot tears. 

Castings never heard of strength of materials, 
however, and they do not hot tear as demanded by 
the book. Thin-walled castings do start to hot 
tear at the inner surface as predicted by mechan- 
ics. As the wall section increases, hot tears start 
to form in the outer walls, with no hot tears in the 
inner walls, as shown in Fig. 2b. This action is 
diametrically opposed to that predicted by stress 
considerations. 

Foundrymen are only too familiar with peripher- 
al hot tears in long castings shrinking around 
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core, as shown in Fig. 2c. Stress says that these 
just should not be. The castings should show bad 
longitudinal hot tears before any peripheral hot 
tears form, as shown by Fig. 1c. 

The hot tears shown in Figs. 1 and 2 are those 
expected by stress and strain, uncomplicated by 
foundry variables. Sand collapsibility, shrinkage, 
fillets and temperature gradients imposed by gates 
and risers complicate the picture. To the writer 
it is necessary to study the simpler cases first, be- 
fore complications can be introduced. Simple 
round cylinders are shown merely for simplicity. 
The same general laws apply to almost any shape; 
irregular shapes merely add complications, not 
only in the foundry, but also to the extent that 
they cannot be handled by simpler mechanics. 

The actual behavior of these castings can be ex- 
plained to a greater exactitude if strain (contrac- 
tion) is substituted for stress. In the case of thin 
sections shrinking around a core, the amount of 
strain, as determined by the inner and outer cir- 
cumferences, is not too different, and stress does 
have a slight influence. Therefore ruptures occur 
or start at the inner surfaces i} conditions are 
favorable to hot tearing, as predicted by the laws 
of mechanics 

As the casting section is made thicker, the oute1 
surface contracts more than the inner because of 
the greater difference in circumferences. There- 
fore the amount of strain is greater at the outer 
surface, and the casting is more prone to hot tear 
in the outer surface than in the inner surface. Hot 


tears in the outer surface still can be influenced 
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transmit compressive force to the outer 
and prevent contraction. It is this restraint that 
The writer has shown in a pre- 
vious article? that hot tears can occur with a 
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sandths of an inch. This fact explains why hot 
tears jump from the inner to the outer surface 
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any given core diameter. 

Similarly, strain explains why a relatively long 
cylinder shows peripheral hot tears rather than the 
longitudinal hot tears demanded by stress. There 
simply is more contraction and therefore more 
strain longitudinally than tangentially because the 
casting length is greater than its circumference. 

If the strain concept of hot tearing is carried 
from the microscopic scale (interdendritic liquid 
films) to a macroscopic scale, strain concentration, 
as determined by shape, size and hot spots of the 
casting, can explain many mysteries. One simple 
example is the great difference in hot tearing of 
“L” and “T” junctions, as shown in Fig. 3. Ac- 
cording to the laws of stress, the “L’’ section 
should hot tear about half as badly as the “T” 
junction because there is only half the area in 
the restraining flanges to hinder contraction and 
cause stress. 

Actually, it is impossible to hot tear the “L”’ 
junction when it is made under normal procedures, 
even with ‘‘hard”’ cores in lengths up to 17 in. be- 
tween the flanges. It is almost impossible to pre- 
vent hot tearing in the “‘T’’ junction in lengths ex- 
ceeding 12 in. without the use of chills. 

If any critic thinks he can make the “T”’ junction 
in lengths 12 in. and longer without precautions 
and without hot tears, he should use magnetic pow- 
der inspection or deep etch before calling me a 
liar. One can make the “L” junction hot tear, but 
not without a lot of trouble. 

Strain and the thermal studies of Brandt, Bishop 
and Pellini* explain the great difference in hot 
tearing susceptibility of these two shapes, as shown 
in Fig. 3. The solidification pattern of the ‘“L” 
junction is such that the hot spot at the fillet is 
possibly in compression and cannot hot tear. Even 
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though it is not in compression, there is no path 
of solid-liquid metal for the hot tear to follow. 

Just the opposite condition is present in the ‘“T”’ 
junction. There is a path for the hot tear to fol- 
low through the hot spot. It is significant that hot 
tears in this junction follow just the path dictated 
by the solidification pattern. In fact, if this junc- 
tion is formed by a round contracting member and 
a “hard” core is used so that the strain is high, 
the end of the contracting member will pull out 
of the restraining flanges like a conical pencil 
point. 

This matter of stress and strain now is no longer 
only academic. It just is not possible to eliminate 
hot tearing in the ‘‘T’’ junction by increasing or 
decreasing strength. The only ways to do so are 
to decrease the amount of strain by allowing the 
casting to contract freely or to change the solidi- 
fication pattern so that the hot spot does not pre- 
sent a path for rupture. It is not a matter of using 
a weaker sand; the sand must collapse. The amount 
of collapsibility need not be great; a thousandth of 
an inch per inch or so of contracting length is suf- 
ficient, but within these dimensions the sand must 
collapse completely. 

Recent work, as summarized by the writer in 
FOUNDRY about a year ago” emphasizes this point. 
It was not possible in any of the experimental work 
to correlate the strength of the sand at any ele- 
vated temperature with hot tears. About the only 
property that could be correlated at all was sand 
density, but the correlation was far from good. 
Perhaps strain can explain this difficulty. 


Start of Hot Tear Is Important 

As far as hot tearing is concerned, contraction 
strain is important only through a limited tempera- 
ture range of less than 50° F. The amount of 
strain is only a thousandth of an inch or so. After 
this critical range has been passed, restraint only 
widens the hot tears or affects the final dimensions 
of the casting. Unfortunately, a tiny hot tear is 
just as dangerous as a wide open one, so we must 
be interested in the start of the hot tear. 

It is probable that the density of only the first 
few thousandths of an inch of sand is important in 
starting the hot tear. No method of measuring the 
surface density of a sand mass is known at pres- 
ent, but it is known from the work of the AFS 
Flowability Committee! that this surface density 
is not measured by the density of the sand mass as 
a whole. The committee had the same trouble try- 
ing to measure surface voids by mass density. 
Some correlation existed, but it was far from per- 
fect, or even acceptable. 

If the “L” junction of Fig. 3 is wrapped around 
a core, a very common casting shape is formed, 
the flanged cylinder. Pipe and valve ports are just 
two of hundreds of casting designs that incor- 
porate this shape. It is a shape that is vulnerable 
to one of the steel foundryman’s most irritating 
enemies, the bore crack. Probably this same de- 
fect is common in this shape cast in any metal that 
freezes dendritically to completion, as does steel. 
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Bore cracks in steel castings have been investi- 
gated thoroughly by Brinson and Duma’. 

This type of hot tear is characterized not only by 
its peculiar location (it just should not occur in 
this location), but also by its insensitivity to all 
changes in foundry practice except design and 
chilling of the inner bore surface. Risering, gating, 
brackets and collapsible cores have little or no ef- 
fect on bore cracks. Another peculiarity of bore 
cracks is their insensitivity to over-all restraint: 
perhaps a heritage from the ‘‘L”’ section of Fig. 3. 

If the thermal data for junctions of sections are 
combined with those determined for hollow cylin- 
ders by the same investigators’, the thermal gradi- 
ents can be guessed at, as shown in Fig. 4. It 
must be emphasized that these thermal gradients 
in Fig. 4 are little better than guesses. The lack 
of information in this field is so great that it is 


shrinkage '" 


erdendritic nder 


hollow cyli 


not possibi> to even add one and one with any 
certainty thct the answer will be close to two. 
However, the answer does seem to check with ex- 
perimental and production observations. The dash- 
dot lines in Fig. 4 are the estimated longitudinal 
thermal centers of several flanged cylinders. 

Note the abrupt change in the thermal center of 
design 4a, in the region where bore cracks occur. 
When the sections are thicker and the core smaller, 
as in design 4b, the change in thermal gradients 
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is not as great because the thicker walls and small- 
er core move the thermal center toward the core 
surface. It is significant that both production and 
experimental experience indicate that ‘‘chunkier”’ 
flanged cylinders do not seem to be as liable to 
bore cracks as the 4a design. 

In the past, this fact has been explained on the 
basis that the thicker sections “break down the 
core’ and cause less stress. Stress has never been 
able, however, to explain the peculiar location and 
direction of these ruptures. Stress has never been 
able to explain why bore cracks occur even with 
the most collapsible cores and especially why they 
are unaffected by changes in over-all restraint. A 
single flanged cylinder shows the same amount of 
bore cracking as a double flanged cylinder. 

The strain theory can explain the location and 
direction of these ruptures by showing that tem- 
perature gradients concentrate longitudinal con- 
traction in this area, which offers metal at the 
critical film stage for a greater length of time 
than at any other location along the bore surface. 
The fact that the thermal center is more nearly 
parallel with the bore surface at both sides of the 
area liable to bore cracks makes for less strain 
concentration because of dispersion of contraction 
at any given time over a greater length. 

If the flange section is thinner than the bore sec- 
tion, as shown in Fig. 4c, the thermal center is dis- 
placed from the casting corner, and the knee in the 
thermal-center line in design 4a is eliminated. 
There then should be less probability of bore cracks 
with design 4c, and this reasoning checks with 
Brinson’s and Duma’s findings. Changes in riser- 
ing these junctions do not change the thermal! 
gradients when the design is likely to cause a knee, 
as in design 4a. This point is shown by Figs. 5a 
and &b and checks with experimental and produc- 
tion experience. Chilling the inner bore surface 
does change the thermal gradients favorably, as 


shown by Fig. 5c. This (Please turn to page 233) 
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broadcast the slogan, “The Foundry is a Good 

Place to Work.” For probably as many years, 
foundry management has been interested in being 
able to say, ‘“‘The foundry is a safe place to work.” 
Members of the steel foundry industry have been 
trying to make this statement a reality, and we 
think that some definite progress has been made. 

A review of the 1953 ‘‘Lost Time Injuries Re- 
port” of the Steel Founders’ Society reveals that 
the over-all frequency last year was 19.2. During 
that year, however, 28 steel foundries carried a fre- 
quency of 10 or less. Of these 28, three were the 
steel foundries of Continental Foundry & Machine 


F or a number of years the foundry industry has 
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Foundries can be made safe places in which to work. The author de- 
scribes in his article the top management program that enabled each of 
his company’s three foundries to reduce its accident frequency sharply 





Co., East Chicago, Ind.; 1953 was the first year in 
which all of Continental’s plants achieved the ‘10 
or less’’ distinction. 

It hardly needs to be said that this ranking did 
not just happen. Behind this small incident lie 
many years of thinking, planning and doing, a re- 
cital of which may be of some help to others in our 
industry. 

First, it might be well to review the ten-year 
history of Continental’s safety record as shown in 
the accompanying table. 

It will be noted that this record begins with the 
high employment level of a World War II year, 
1944. With decreasing employment in 1945, 1946 
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By H. A. FORSBERG 
Vice President 
Continental Foundry & Machine Co. 

East Chicago, Ind. 
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Employees of the Pittsburgh Works are greeted 
by this safety record sign as they come to work 
each day. Daily recording keeps it up to date 
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The 1953 sand division good housekeeping award 
(Inset)—A safety contest between plants at the was won by Hull Foundry, at the Chicago Works 
Pittsburgh Works was publicized by this poster 





(Above)—A television and radio set was raffled doubled ovr employment frem 19£9 to 1952 


off at a Chicago Works safety rally, but names Korean war years—without appreciably increasing } 
of employees who had had accidents and of fore- our frequency rate. As is generally recognized, 
men of their departments were not placed in box lengthening of the work week and sharp increases i 


in hiring usually result in increased accidents 


and 1947, no improvement was shown in our safety Somehow or other, we were able to overcome the { 
record. Our present drive, as evidenced by the trend! | 
record, began during 1948, and we have shown a Ingredients for Success—What, then, can be said 
definite improvement since that time. Perhaps the of the many things which have helped in the drive 
most significant point in our record is that we to make Continental plants safe? There can be no 


question that the first and foremost factor is the 
attitude of top management. Unless top manage- 
ment is thoroughly concerned and provides the 





ACCIDENT FREQUENCY RATE, 1944-1953 





véas Frequent: wens Wecenenies spark, middle management and the workers them- 

1944 19.46 1949 12.79 selves hardly can be expected to carry on. Without 

148 32°35 1951 12.64 the real, vocal and continuing interest of top man- 

rot 18/66 aa "eae agement, those men in an organization who have 
the task of implementing safety programs will 
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Safety supervisor at the Wheeling Works directs 
the actual operation of resuscitation equipment 





Avoiding lost-time accidents for 3000 days won 
an award for the Pittsburgh Works pattern shop 





Wheeling Works was winner of Continental’s top 
safety award in the March safety flag contest 








At Wheeling Works, members of the plant safety 
committee meet with Safety Supervisor Harold 
Mullarkey, who appears at the end of the table 


never be able to do those things which are neces- 
sary to prevent accidents. 

Interest itself is not enough, however. There 
must be planning for an intelligent job plus deter- 
mination to see the job through. In safety work, 
planning sooner or later organizes itself into defi- 
nite rules and regulations. Safety rules are most 
necessary so that employees may know what they 
are required to do, how they are to do it and, 
particularly, what they are prohibited from doing. 

But safety rules are important for still another 
reason. Both supervisors and men must be on 
notice that safe practices are an essential part of 
operations. While it is trite to say that no one 
will injure himself deliberately, the fact is that in 
any plant some employees are willing to take a 
chance to cut a corner here or use an unsafe prac- 
tice there. If it is tolerated or permitted, the 
chance-taking: sooner or later will result in a lost- 
time accident. However, with both supervisors 
and men fully aware of the safety rules, there is a 
sharp curtailment of the chance-taking, even though 
supervision may have to resort to disciplinary ac- 
tion to enforce safety rules. 


Watch the Eyes and Feet—No set of safety rules 
can be devised which will apply with equal validity 
in all foundries. Plant layout, equipment and op- 
erating processes vary, and each set of rules must, 
of necessity, apply only to the plant for which 
it is prepared. Two particular safe practices, 
however, we believe to have universal foundry ap- 
plication. The first is the required wearing of 
safety glasses, and the second, the required wear- 
ing of safety shoes. Although we are firmly con- 
vinced of the necessity of these two rules, we had 
to learn the hard way. 

Until 1953, the wearing of safety glasses was not 
compulsory in all our plants. One plant in which 
the rule was put into effect for the first time in 
1953 had a total of 148 eye cases which required 
a doctor’s attention. But the program was begun 
during July. One hundred and three of the eye 
cases occurred during the first six months of the 
year; only forty-five occurred after the safety glass 
rule went into effect. This improvement was en- 
tirely in line with our experience in our other 
plants. 

There obviously is no way of knowing how many 
foot injuries are prevented by the wearing of safe- 
ty shoes, for in most instances the employee who 
drops something on his foot makes no report. We 
know, however, from industry surveys, that as 
high as 40 per cent of foundry injuries are the re- 
sult of such things as dropping hand loads, pinch- 
ing toes and bumping sharp objects. All of these 
classes of injuries are reduced materially by the 
wearing of safety shoes. 

Training Program Important—A vital adjunct to 
the establishment of safety rules is, of course, a 
safety training program, since the rules are not 
effective unless they are known and understood. 
Familiarizing employees with the safety rules can 
be done in a number of ways. We believe that a 
combination of methods should be used since no one 
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method can insure that every one has a thorough 
knowledge of the rules. Our own methods include 
weekly departmental safety meetings for all em- 
ployees, foremen and safety committeemen respon- 
sible for instructing individual employees. Rules 
also are posted on bulletin boards throughout the 
plant. 

Most companies today have some type of induc- 
tion or orientation program for new employees. 
The day of just “putting a man to work” long 
since has passed. There is no need to go into de- 
tail concerning what is covered in this type of pro- 
gram, but there is no doubt that safety must be 
emphasized and impressed upon the new employee. 
The plant safety rules are explained in detail. The 
new employee is encouraged to ask questions about 
them. He is fitted with safety glasses and is ad- 
vised of the requirement that he must have safety 
shoes and must wear them on his job. If this 
much of the preproduction safety discussion is 
handled in a formal induction program, the fore- 
man or safety committeeman continues the safety 
training of the new employee in his work station 
by pointing out not only safe working procedures, 











Chicago Works held a safety rally in the lo- 
cal high school auditorium. Program included 
entertainment by employees and their children. 
Highlight was a style show in which employees 
demonstrated safety equipment for various jobs 


Personnel Supervisor L. J. Schirra is shown on 
the platform at a Pittsburgh Works safety rally 








but also the potential hazards in the department in 
which he is to work and on the particular job to 
which he has been assigned. 

Each of the Continental plants has a safety com- 
mittee. Because of differing local conditions, no 
two committees are organized exactly alike, but we 
feel that each of them does a satisfactory job for 
its plant. A safety commitee can become ineffec- 
tive, however, without the proper leadership to see 
that the committee remains active by regular at- 
tendance at meetings and, particularly, by definite- 
lv following up recommendations made by the 
committee. Where such recommendations cannot 
be followed, the reasons must, of course, be made 
clear to the committee. (Please turn to page 192) 
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Induction Melted Aluminum Alloys 


Stirring action in induction melting is a function of the frequency of 


the equipment. 


The authors evaluate the influence of melting frequency 


in coreless furnaces on mechanical properties of aluminum alloy castings 


LTHOUGH aluminum alloys for foundry use 
are usually melted in gas or oil fired pot 
type furnaces, in recent years many foundries 
have installed electric induction type furnaces for 
this purpose. This equipment eliminates some of 
the undesirable characteristics associated with 
combustion type furnaces. However, induction 
units have one characteristic which has been re- 
garded as harmful to metal quality. This charac- 
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Fig. 1 — These un- 
etched  microstruc- 
tures were obtained 
from No. 356 alum- 
inum alloy control 
and 20-kc induction 
melted castings be- 
fore heat treatment 
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Fig. 2—After heat treatment, the No. 356 alum- 
inum alloy bars showed improvement in proper- 
ties with an increase in the melting frequency 
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teristic is the stirring action generated in the melt. 

Although stirring action is considered desirable 
for promoting homogeneity in the melt, it may also 
act to entrain oxide films. The degree to which 
this stirring occurs is a function of the frequency 
of the induction equipment. While low-frequency 


units are most commonly used for melting applica- 
tions, the lower the frequency, the more vigorous 
is the stirring action. 






INDUCTION MELTED 
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MAG 75X 


Electric induction furnaces specifically designed 
for melting operate in the frequency range from 
60 to 20,000 cycles. The low-frequency units are 
less costly (Ajax-Tama 60 - cycle furnace) but the 
higher-frequency coreless units are more flexible 
and convenient to operate. 

In selecting equipment for melting aluminum 
alloys, the frequency of the generator may be de- 
termined on the basis of cost or operating char- 
acteristics. The precise degree to which the stirring 
action functions to prejudice or improve the qual- 
ity of the melt is not known. It is the purpose of 
this study to evaluate the influence of melting 
frequency in coreless type furnaces upon the me- 
chanical properties of castings produced with this 
metal. 

Alloys Studied—This study was based on the 
properties obtained with two representative alu- 
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minum casting alloys. Tae heat treatable alloy 
bearing the commercial designation No. 356 was 
tested in both the as-cast and T6 condition. Alloy 
No. 85 was selected and tested as a non-heat-treat- 
able alloy. A master heat of each alloy was pre- 
pared and ingoted for use in the individual melting 
experiments. The chemical analyses of these heats 
are given in Table I. These alloys, with the excep- 
tion of silicon, conform to the applicable specifica- 
tions. The silicon content of the No. 85 alloy is 
slightly below the minimum specified. It was felt 
that this would have no significant effect on the 
results of these tests. 

Molding Practice—Fig. illustrating the test 
bar, shows the arrangement of gates and risers. 
This arrangement is modification of the stand- 
ard as-cast 0.505 test bar design given in Fig. 11A 
of Federal Specification QQ-M-15la, for aluminum 


9 
uv, 


a 


August 1954 


20 KC 


alloys. A horn gate was used to produce a bottom 
gating effect. These test bars were molded in a 
synthetic sand of 80 AFS fineness. The sand had 
additions of approx'mately 1.5 per cent southern 
bentonite and 1.5 per cent western bentonite, 0.25 
per cent cereal (Mogul) and 2.5 per cent moisture. 

Melting Practice—The master heats were pre- 
pared by melting 125 lb of alloy in a Lindberg- 
Fisher tilting-type gas-fired furnace. The metal 
temperature was raised to 1300° F; the melt was 
flushed for three minutes with chlorine and skim- 
med. The temperature was then permitted to fall 
to 1225° F, the control castings poured, and the 
remainder ingoted for the induction melting expe- 
riments. Melts were then made in each of the 
following electric induction furnaces and poured 
into test bar molds. A standard pouring tempera- 


ture of 1225° F was used for all test bar molds. 
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Fig. 4—Unetched microstructure of heat-treated (T6) No. 356 aluminum alloy casting 





1. Ajax 960-cycle, 167-kw lift coil furnace. 
Twenty pounds of alloy were melted in a No. 30 
clay graphite crucible. A power setting of 30 kw 
was used and approximately 40 minutes were re- 
quired for the melting cycle. 

2. Ajax 3000-cycle, 100-kw lift coil furnace. 
Twenty pounds of alloy were melted in a No. 30 
clay graphite crucible. A power setting of 30 kw 
was used and approximately 25 minutes were re- 
quired for the melting cycle. 

3. Ajax 20,000 cvcle, 20 kw mercury arc furnace. 
Six pounds of alloy were melted in a No. 6 clay 
graphite crucible. A power setting of 15 kw was 
used and approximately 21 minutes were required 
for the melting cycle. 

The specimens were identified with the follow- 
ing code: 1 960-cycle furnace; 3 3000-cycle 
furnace; 6 20,000-cycle furnace. AC as cast. 
HT heat treated (T6 condition, 1000° F, 18-hr 
solution treatment; 310° F, 4-hr aging). C 
control heat (from gas-fired furnace). The prefix 
“xX” designated the No. 85 alloy. Symbols without 
prefix refer to the No. 356 alloy. 

The cast tensile bars were subjected to radio- 
graphic inspection, heat treated as indicated, and 
tested in tension using an automatic stress-strain 
recorder. Tensile strength, yield strength and 
elongation were reported. 

Tensile Test Results 
tests are given in Table II. For each condition, 
One specimen from each 


The results of the tensile 


three molds were cast. 
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TABLE I—Chemical Composition of Aluminum- 
base Alloys Nos. 356 and 85 





—No. 356—— ——No. 85 
ASTM Spec. ASTM Spec. 
Master B26-52T Master B85-52T 
Element Heat Alloy SG70A Heat Alloy SC54A 
Cu <0.05 0.2 Max 4.30 3.0—4.0 
Si 6.70 6.5-7.5 4.44 4.5-—5.5 
Fe 0.26 0.6 Max 0.46 0.3 Max 
Mn 0.02 0.3 Max 0.07 0.5 Max 
Zn 0.01 0.3 Max 0.03 1.0 Max 
Mg 0.30 0.2—-0.4 0.01 0.1 Max 
‘4 0.11 0.2 Max 0.02 
\ R R R R 
Pb 0.01 0.05 Max 0.03 
Sn 0.01 0.05 Max 0.03 
Less thar R Remainder 
mold was tested in the as-cast condition and the 


other in the heat-treated condition. 

Tensile strength of the No. 85 alloy shows in- 
significant variations under any condition of melt- 
ing. Specimens representing the No. 356 alloy in 
the as-cast condition gave data very similar to the 
data obtained with the No. 85 alloy. The proper- 
ties showed very slight improvement with increase 
in melting frequency and were approximately equal 
to the properties obtained with the control cast- 
ings. After heat treatment of the No. 356 alloy 
bars, the data, as shown in Fig. 2, revealed im- 
provement in properties with increase in melting 
frequency, with a moderate improvement over the 
control castings. 

All values obtained were in excess of the mini- 
mum properties specified for these alloys and were 
nearly equal to or better than typical properties 
reported in the literature. 
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INDUCTION MELTED 
960 CYCLES 


INDUCTION MELTED MAG 250X INDUCTION MELTED 
3000 CYCLES 20 KC 


Fig. 5—Effect of melting frequencies on structure of heat-treated No. 356 alloy 





TABLE |I—Tensile Properties of Sand-cast 
Test Specimens 


Metallographic Examination Sections taken — witeiie 
from the ends of the test bars were examined ., ,.,, (wae, Stracte _ % Renee, tne 
metallographically. Fig. 1 shows the structures ob- Alloy No. 356 (As Cast) 
tained with No. 356 alloy control casting and 5 ‘°° ca? aaa <4 uP 
the 20-ke induction melted casting before heat a op ae ot 
treatment. The control casting shows the primary ; bi a 9 a 
aluminum dendrites and a finely dispersed alumi- es me ae 7 
num-silicon eutectic. In the induction melted 1 6AC 12.6 21.7 2.9 
sample, the aluminum-silicon eutectic is coarser 3 127 305 6 
and has a needle-like form. After heat treatment ‘iia et og a = 
the same general pattern persists. This is shown : = as oe 
in Fig. 4. The eutectic in the control casting was orerne Sie tea. Soe. ee asian 
coarsened by the solution treatment. The eutectic 1 1HT ip ny “se 
in the induction melted sample was also somewhat — rege =e e 
coarsened. HT 23.4 33.5 1.2 

Fig. 5 shows the effect of the melting frequencies ; 25.0 34.8 12 
upon the structure of the resulting casting after ane 3 aoe He 
heat treatment. The structure obtained with the . moa a rt” 
960-cycle induction melted specimen is similar to “ot a a : rs : 7 pe 
that of the control sample. As the melting fre- ae ot ne es 
quency is increased, the eutectic is gradually coars- Alloy No, 85 (As Cast) 
ened with a change from a small rounded struc- 2 = 22.3 20 i 
ture to an elongated, angular one. Tie 33 0 3 

The microstructure of the No. 85 alloy casting 3 ~** og 7 
was unaffected by the melting technique. - re ra 

Discussion—Data for the heat-treated No. 356 hae Pp -? -" 
alloy indicates that a correlation exists between 2 a + 
the tensile properties and the microstructure. It 23.0 1.6 
was, therefore, of interest to determine what fac- Pe XCAC 24.4 2'0 Control 
tors can influence the geometry of the eutectic. : ee yr 

There was a possibility (Please turn to page 208) ——- mm ry 
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The USS Amphion is 
a typical repair ship 


View amidships aft in lower foundry of AR-7, the USS 
Hector, shows Navy foundrymen about to close a mold 


Some of the equipment available in the USS Hector’s 
foundry is visible in this view of the port side aft 





SS 

















Also taken in the lower foundry of the USS Hector, 
view amidships shows pouring of a billet for rings 


Editor’s note: The statements contained in this article are the 
private ones of the authors and are not to be construed as officia 
or reflecting the views of the Department of the Navy or the Naval 
service at large Mr 3olt, one of the authors, now is associated 
with the Chemical Division, General Electric Co., Pittsfield, Mass 
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OUNDRIES that float are a reality in the U. S. 

Navy. To keep the fleet of fighting ships and 

auxiliaries in readiness, the Navy must provide 
maintenance and repair facilities for every fore- 
seeable need. More commonly known are the naval 
and private shipyards located along our coastline, 
in which services available for naval vessels range 
from routine maintenance to major conversions, in 
addition to new construction. 

With ships operating in waters all over the globe, 
however, facilities other than those stateside and 
in available foreign shipyards must be provided. 
This need is satisfied by the use of service ships 
known as repair ships and tenders. Facilities on 
board these vessels can be made available in prac- 
tically any location and in sufficient magnitude to 
meet existing needs, as most recently exemplified 
in the Korean theater. 

In the Navy’s auxiliary service fleet, more than 
50 ships have foundries on board, in addition to nu- 
merous other repair facilities and shops. These 
foundry facilities vary, depending on the class of 
repair ship or tender and the service for which the 
ship is intended. 

Ships of the following classes have foundries on 
board. 

Class Description 

AR Repair Ships 

ARG Internal Combustion Engine Repair Ship 
ARH Heavy Hull Repair Ship 

AD Destroyer Tender 

AS Submarine Tender 

The purpose of these shipboard foundries is to 
provide adequate facilities where and when they 
are needed for producing castings of any type and 
alloy which are required by ships undergoing serv- 
ices by the repair ships or tenders. These castings 
replace failed or worn parts or castings destroyed 
by battle damage. 

The onboard spare parts carried by naval vessels 
cannot possibly be adequate to meet every emer- 
gency need for casting replacement, nor does time 
permit the ordering of replacement castings from 
supply stocks. Herein lies the basic purpose or 
mission of the Navy’s floating foundries. 

The following is typical of the foundry facilities 
on board repair ships (AR’s). 

Melting Equipment 
2 500 lb indirect arc, rocking type furnaces 
2 350 lb indirect arc, rocking type furnaces 
1 200 lb electric furnace, induction type 
Temperature Measuring Equipment 
Optical and immersion pyrometers 
Sand Conditioning Equipment 
1 350 lb sand muller 
1 power riddle 
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Sand Testing Equipment 
1 moisture tester 

1 permeability tester 
1 green strength tester 


Cleaning Equipment 
1 sand blast cabinet 


Other Equipment 

Adequate flasks, molding, coremaking, pattern- 
making and metal handling equipment. 

Classes of vessels other than repair ships (AR’s) 
in general have smaller available space and reduced 
melting capacity. For comparison, typical melting 
equipment for destroyer tenders (AD’s) and sub- 
marine tenders (AS’s) is listed below: 


Typical Melting Equipment 
Destroyer Tenders (AD’s) 
1 500 lb indirect arc, rocking type furnace 
1 350 Ib indirect arc, rocker type furnace 
1 120 |b oil-fired furnace 
Submarine Tenders (AS’s) 
2 350 lb indirect arc, rocking type furnaces 
1 120 1b oil-fired furnace 


The workloads of these shipboard foundries are 
as varied as the numerous ship classes in the Navy. 
The foundry may be called on at short notice to 
produce practically any casting presently in service 
on board naval vessels. Often this task involves 
making a pattern or using the old part, but in many 
cases both existing patterns and drawings are avail- 
able. In general, the workload cannot be consid- 
ered to consist of recurring items. Castings typi- 
cal of those frequently produced by shipboard 
foundries include condenser heads, pump impel- 
lers, gun mount dogs, machinery casings, valves, 
sheaves, gears and blanks, brackets, billets and 
bushings. 

Foundry personnel are under supervision of the 
ship's repair officer. Occasionally some of the men 
have had civilian foundry experience, but this is 
rare. Men assigned to foundry work almost with- 
out exception have volunteered for shipboard found- 
ry duty and are sent to the U. S. Naval Training 
Station, San Diego, California, where the Navy 
maintains a complete foundry training school. The 
training covers a period of 20 weeks, 30 hours per 
week, and is divided into lectures and actual found- 
ry operations, including sand testing, melting, mold- 
ing, pouring and cleaning operations. 

In performing the function of quickly producing 
castings on the spot to meet maintenance, emer- 
gency, and battle damage requirements of the fleet, 
the floating foundries have earned their respected 
position as an invaluable link in the chain of service 
facilities that keep our Navy in fighting trim. 
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By WILLIAM G. GUDE 


ONG experience and modern production and 

marketing methods usually provide the in- 

gredients for success in any business. In the 
case of the casting industry the combination of 
these factors can help to push back the ordinary 
geographical confines of a foundry’s potential mar- 
ket area. 

A good example of this is the record of Ross- 
Meehan Foundries, which this year is marking its 
65th anniversary. Located in Chattanooga, Tenn., 
the company has been an important contributor to 
the industrial development of the South during 
the last half century. However, its activities are 
far from being confined to that area, as is strik- 
ingly demonstrated by the fact that last year it 
served customers in 32 different states and 15 
foreign countries. 

Railroad castings figured prominently in the 
company’s early production. James Meehan, one of 
the founders, had been a mechanical engineer with 
the old Queen & Crescent Railway, now part of 
the Southern Railway System. When the com- 
pany was organized on Jan. 28, 1889, it was known 
as the Ross-Meehan Brake Shoe Foundry Co. and 
its principal product was the brake shoe; however, 
the company also planned to conduct a general 
business in iron castings. Railroad and warehouse 
stoves were among its early products. 

Six years after the company was founded its 
name was changed to the Ross-Meehan Foundry 
Co., and in 1896 the malleable iron castings busi- 
ness was entered through acquisition of the South- 
ern Malleable Iron Works of Chattanooga. By 
1902 the company’s markets had expanded consider- 
ably, and it was decided to dispose of the brake 
shoe department. This was sold to the American 
Brake Shoe & Foundry Co., which, incidentally, 
still operates a brake shoe foundry a few blocks 
from the Ross-Meehan plant. 

In 1903, Gus Meehan, son of James Meehan, 
returned to the United States from Mexico, where 
he had been engaged in the iron foundry business, 
and became president and general manager of Ross- 
Meehan. The company erected a converter steel 
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foundry in 1914, and shortly thereafter the com- 
pany again changed its name, this time to its 
present form. 

In 1922, Mr. Meehan applied for a patent on his 
processed iron, which he called Meehanite Metal. 
Later the Meehanite Metal Corp. was formed to take 
over the patent and handle the licensing of found- 
ries to use the process for production of Meehanite 
castings. It is natural that Ross-Meehan was the 
first of the Meehanite licensees; they are now lo- 
cated throughout the world, with more than fifty 
in the United States and Canada. 

Ross-Meehan built a new steel foundry in 1924 
which was said to be the first all-electric steel 
foundry in the country. Since the closing of its 
malleable iron foundry in 1932 the company has 
devoted its production to steel and Meehanite 
castings. Facilities of the malleable shop subse- 
qrently were used for the Meehanite foundry, a 
new machine shop and a cleaning and shipping 
room. 

Today the company’s plant comprises two sepa- 
rate foundry buildings—-steel and Meehanite 
each with a monthly capacity of about 500 tons 


Frank M. Robbins, 
president, _Ross- 
Meehan Foundries 
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Locomotive sandslinger ramming molds on the floor of the steel foundry 


Quenching stainless steel castings from high-temperature 


Part of a centralized sand preparation 
system installed recently to serve all pit type furnace. Quench tank can recirculate 4000 gal- 
lons of water per minute with close temperature control 


molding needs of the Meehanite foundry 
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of finished castings. Total employment is ap- 
proximately 550. 

Castings produced by the steel foundry generally 
range up to a maximum of 6000 pounds in weight 
and average 15 to 20 pounds. Approximately 75 
to 80 per cent of the output consists of plain 
carbon steel. Alloy steel castings are made regular- 
ly in about 20 different analyses, including stain- 
less and other heat-resistant grades. 

The company recently introduced an alloy steel 
it is marketing under the trade name Dynalastic. 
Castings are produced to various tensile levels 
ranging from a minimum specification of 90,000 
psi to 175,000 psi, with corresponding minimum 
yield points of 60,000 to 145,000 psi and hardness 
values of 207 to 341 brinell. The alloy incorpo- 
rates excellent impact resistance properties at low 
temperatures; for instance, a grade with average 
tensile strength of 125,500 psi shows a Charpy 
keyhole-notch value of 18.5 foot-pounds at 100 
C (—148° F). 

Output of the steel foundry goes to a variety of 
users; the principal casting applications include oil 
well equipment, trucks and trailers, textile ma- 
chinery, farm implements, sugar refinery equip- 
ment and ordnance parts. 

Hot metal is provided in the steel foundry by 
two electric arc furnaces. The larger of these pro- 
duces a 4-ton heat, and the other is a basic-lined 
unit of 1-ton capacity used for special alloys. 

Molding equipment includes a motive type sand- 
slinger for floor work, a battery of 12 squeezer 
machines, and a cope and drag pair for production 
of relatively large molds involving fairly long runs. 
A 3000-lb capacity batch type sand mixer serves 
the steel foundry. Sand is moved in containers by 
lift trucks to the squeezer stations and by belt con- 


Magnetic particle inspection of steel cast- 
ings is carried out with this portable unit 
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veyor to the cope and drag machines. Molds from 
the latter unit are set out on roller conveyors for 
core setting, closing and pouring. Other molds are 
poured on the floor. A small but efficient core- 
room, with electrically heated batch type ovens, 
handles the core requirements of the steel foundry. 

Casting cleaning facilities consist of a shot blast 
room and an airless blast barrel, in addition to 
portable chipping and grinding tools. 

The company is well equipped with heat treating 
units for processing both steel and Meehanite cast- 
ings. Two electric, car type elevator furnaces are 
used for homogenization of steel castings and stress 
relief of Meehanite castings. One of these is 612 x 
1214 x 41% ft, the other 6144 x 914 x 4% ft. Each 
will handle approximately a 10-ton load. A gas- 
fired muffle furnace, 20 x 36 x 10 in., also is avail- 
able, in addition to quenching equipment. 

Recent additions to the heat treating department 
are four electric pit type furnaces, two of them 
42 in. and two 49 in. in diameter with a 71/-ft 








Elevator furnace for homogenization of steel 
castings and stress relief of iron castings 
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depth. An accompanying quench tank can recircu- 
late 4000 gallons of water per minute and automati- 
cally maintains a temperature between 95 and 105 
F. Careful inspection of all castings is supplement- 
ed by use of a portable Magnaflux unit for detec- 
tion of surface cracks, as well as radiographic 
equipment for internal inspection. The latter in- 
cludes a 250-kw x-ray machine and gamma ray 
equipment employing use of cobalt 60. The com- 
pany was a pioneer among foundries in employing 
gamma ray inspection. 

The iron foundry specializes in production of 
heat and wear resistant and pressure types of 
Meehanite castings in various grades, and also casts 
Ni-Hard and Ni-Resist. It pours castings up to a 
maximum of 10 tons in weight. A large part of the 
output is for machine tools and hydraulic equip- 
ment, involving relatively large castings. Approx- 
imately 15 to 20 per cent of the Meehanite castings 
made are given a stress relief heat treatment. 





X-ray unit in operation. The foundry also 
uses gamma rays for inspection of castings 


Supervisors who participated in company’s 
recent program of management development 
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Production is diversified, involving few long 
runs. Pattern changes generally average 25 to 30 
daily, and about 120,000 different patterns are in 
storage. 

Melting equipment includes two 48-in.-diam me- 
chanically charged cupolas, one being a water- 
cooled unit installed recently. Both are equipped 
with the so-called equi-blast arrangement to pro- 
vide uniform air entry at the tuyeres. 

The molding floor is equipped with a motive type 
sandslinger for ramming the larger molds, and a 
squeezer machine line. A new centralized sand 
preparation system, including storage bin and mul- 
ler, was installed a short time ago to serve ali 
molding departments. 

Considerable cored work is involved in the iron 
castings, and core needs are supplied by both blow- 
ers and bench coremakers. Core baking equipment 
includes three batch type ovens, two car type ovens 
and a continuous tower unit. 

A sizable portion of the foundries’ production 
involves relatively complicated castings. More- 
over, the company has (Please turn to page 164) 





The plant’s new and immaculate first aid 
room is directed by Mary Jane Graham, RN 
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Fig. 1—Typical investment cast industrial applications. Grids form 1-in. squares 


N 1952, Howard Foundry Co., Chicago, pur- 

chased the investment casting business of the 

Allis-Chalmers Mfg. Co., Milwaukee. Last year 
the company acquired an industrial property at 
5100 N. 33rd St., Milwaukee, and revamped and en- 
larged the building to house its expanded invest- 
ment casting production. The company started 
moving into that plant in the fall of 1953 and 
recently completed the operation. 

New construction has increased the floor area 
of the plant to about 65,000 sq ft. A second 
floor has been built over the original office build- 
ing adjoining a 260-ft, two-story production bay. 
At the front end of that bay, covering about one- 
sixth of the floor area, a second floor has been 
built to provide space for new metallurgical and 


chemical laboratories, including x-ray, Zyglo, 
Magnaflux and inspection departments. The plant 
is of brick and steel construction, and about 30 
per cent of the wall area is glass. 

About 450 people are employed in the plant; 
previously there were 150. Almost 50 per cent of 
the total personnel are women, most of whom 
work in the wax injection or wax assembly depart- 
ments. Additional facilities provide a production 
capacity five times that of the previous plant. 
Production currently is about 16,000 pieces a week. 

A trip through this plant reveals the infinite 
detail and the many operations required to pro- 
duce castings with over-all tolerances ranging from 
+ 0.003 to 0.008 in. per in. The casting oper- 
ation proper starts with the production of wax pat- 





Fig. 2—About 60 women are employed in wax pattern assembly, which 
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Fig. 3 — Patterns are gated 
is a manual operation. Inspector is stationed at end of each long table with long, wax extrusions 
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terns. The pattern production room, Fig. 4, is 
equipped with 16 automatic wax injection ma- 
chines of a new type which were designed by 
Howard engineers. The injection and pattern as- 
sembly rooms are air conditioned to maintain di- 
mensional accuracy of wax patterns. 

Wax temperature is controlled thermostatically, 
but temperatures can be changed to conform to the 
type of wax and the job being produced. A low- 
temperature wax may be held at 140 to 160° F and 
a high-temperature wax at 180 to 200° F. Range 
of wax pressure injection varies from 500 to 1000 
psi, depending on the complexity of the die. Be- 
cause hot wax and injection pressure heat up the 
dies, and especially cores which are almost entirely 
surrounded by hot wax, dry ice frequently is 
employed to keep such parts cool. 

Since the new machines are entirely automatic 
in the injection cycle, the operator is responsible 
only for removing the dies from the machine, 





Fig. 6—Hydrocal “stone” book mold is separated 
to remove wax sprue. Mold halves are greased 
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Fig. 4—Sixteen automatic wax injection 





Fig. 5—Operator needs only to remove, sepa- 
rate and assemble dies and to eject wax pattern 





Fig. 7—Wax patterns are joined to the sprues. 
In the foreground is a 25-gal wax holding tank 











Fig. 8—After inspection, wax pattern assem- 
blies are sent to primary investment department 





Fig. 9—Stainless steel flask is bonded to bot- 
tom board with wax before secondary investment 
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Fig. 11—Vibration table settles slurry, elim- 
inates air bubbles, fills out assembly detail 





Fig. 10—Secondary investment slurry is scooped 
out of blender in rear and poured into flasks 





wax precision investment molds 
indefinitely in racks like these 


Fig. 12—Wax is melted out or “lost” at 350 F Fig. 13—Lost 
in a 40-ft, continuous, conveyorized dewax oven can be stored 
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separating and assembling the die and ejecting 
the wax pattern. The die, made of steel, is designed 
for fast opening, wax pattern ejection and as- 
sembly. Simplicity of the new machine is claimed 
to permit higher production and quicker training 
of operators. 

Wax patterns are attached to wax sprues, which 
are molded in Hydrocal stone molds. These molds 
are produced in the plant’s tool room. Fig. 7 shows 
the molds assembled for pouring with wax and 
the operators working on several sprue forms. 
The large tank in the foreground keeps 25 gal of 
wax in the liquid state. Fig. 6 shows the stone 
mold opened to remove the wax sprue. To facilitate 
removal of the wax sprues, mold surfaces are 
greased. Sprues are molded of wax collected from 
run-off pans underneath the dewax oven. Pat- 
terns always are made of new wax. 

Long wax extrusions also are used to gate pat- 
tern assemblies and are produced when pressure 
is applied to a warm cylinder containing a 1-lb 
wax bar, as shown in Fig. 3. Smaller diameter ex- 
trusions than those illustrated can be obtained. 


Assembling wax patterns or attaching a number 
of patterns to a single sprue requires a great 
amount of care and patience, since the work must 
be done by hand. About 60 women are employed in 
the wax pattern assembly. To speed up produc- 
tion, provide adequate lighting and permit efficient 
handling of materials, new production tables have 
been installed, as shown in Fig. 2. Two are 45 ft 
long, and one is 30 ft in length. 

Wax patterns are attached to the sprues by 
means of heated tools. Frequently special fixtures 
are developed to speed this operation and to pro- 
vide a greater amount of accuracy. In many cases 
a model of the assembly is placed in front of the 
operator so that there can be no mistake in the 
method of assembly. After the assembly has been 
completed, the gate of patterns is placed on a 
motor-driven conveyor belt running along the back 
of the longer tables, as shown in Fig. 2. Move- 
ment of the belt is controlled by an inspector 
stationed at the end. He checks, racks and trans- 
fers the assemblies to the primary investment de- 


partment. (Please turn to page 230) 





Fig. 14—In production bay, 13 gas-fired mold 
curing furnaces heat molds and volatilize wax 





Fig. 16—Gas-o-metric determinator is one of 
many laboratory tools used to maintain quality 
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Fig. 15—Metal pouring temperatures range up to 
3200 F. Two induction melting furnaces are used 





Fig. 17—High-speed friction band saw is used 
to cut the sprues and risers from the castings 
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Wants To Train Patternmakers 


We are up against a 
problem in training patternmakers 
on which we thought you might 
be able to offer us some assist- 
ance. Would you give us th« 
titles and authors of any good 
manuals on patternmaking by 
which a skilled carpenter or cab- 
inet maker could learn the funda- 
mentals of patternmaking? Un- 
fortunately, we have no_ trade 
schools in our Canadian city which 
teach the subject and we do not 
have a large enough staff to run 
an effective apprentice program of 
our own. Our line of castings 
does not call for any really com- 
plicated pattern work. 


Keeping in mind that 
the information sought is to be 
used by skilled carpenters or cab- 
inet makers, we believe that the 
material would be of a related 
rather than practical nature since 
such men already possess some 
tool and machine skills of the pat- 
tern trade. It is necessary that 
these men become acquainted with 
the techniques of the foundry and 
coreroom, and that may be ac- 
quired through reading of pattern 
making and foundry books as weil 
as the trade journals—and by 
visits to the various departments. 

Other information includes learn- 
ing about shrinkage of metal from 
its molten to solid state, the fact 
that it varies and the need for the 
use of different 
shrink rules to compensate for 
such shrinkage; the need for a 
pattern coating that does not add 
to pattern size, resists abrasion, 
and keeps moisture from the wood 
surface thereby avoiding swelling, 
warping and twisting; the con- 
struction of patterns and 
boxes, ete. 

Books such as the following dis- 
cuss the various questions men- 
tioned: 

Wood Patternmaking by H. Mc- 
Caslin; Patternmaking by Joseph 


core- 
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contraction or 


QUESTION S 





Skelly; Patternmakers Manual by 
American Foundrymen’s Society; 
Manual of Foundry and Pattern 
Shop Practice by O. Benedict Jr.; 
Pattern Design by Hall and Kiley; 
Patternmaking by Ritchey, Beese 
and Hall; Practical Wood Pattern- 
making by J. Robert Hall; Text in 
Patternmaking by Hanel; Foundry 
Work by Stimpson, Gray and 
Brennan; Patternmaking and 
Foundry Units and Information 
and Operation Units in Machine 
Woodworking by R. E. Smith. 

Those are a good sampling of 
reference books used in one trade 
school, and while none is complete 
in itself, all would be of value for 
the development program you 
have in mind. 


Coating for a Permanent Mold 


We are pouring a copper 
casting of approximately 50 lb in a 
cast iron permanent mold. Cast- 
ing is gated from the bottom at 
one end of the mold with a single 
sprue and is working very nicely 
except that we have not been able 
to find a satisfactory mold coating. 
We will appreciate your recom- 
mendation in this matter. Coating 
may be either sprayed or brushed 
on, and can be renewed after each 
cast if necessary. We will appre- 
ciate immediate attention as we 
are nearing a deadline and must 
improve the finish of the casting. 


Unfortunately you did 
not describe the nature of the fin- 
ish or, rather, the defective finish; 
the difficulty may be due to some- 
thing other than the mold coating 
itself. Trouble may arise from the 
way in which the coating is ap- 
plied, or perhaps it may be due to 
the method of gating. By that we 
refer to the large quantity of metal 
at fairly high temperature flowing 
over one area. That creates a hot 
spot on which it is difficult to 
maintain a proper coating. 

As you undoubtedly know, a 
number of proprietary mold coat- 
ings on the market are being em- 
ployed successfully, and many firms 
which formerly made their own 
coatings have turned to them. In 
general, these coatings are com- 


posed of some type of refractory 
such as kaolin clay, whiting, alu- 
mina, talc, etc. suspended in water 
with or without addition of sodium 
silicate to aid in suspension. In ad- 
dition, finely divided graphite or 
rouge may be added. 

If you want to try your hand at 
making a mold coating we suggest 
one composed of 1 gal water at the 
boiling point to which 12 oz of 40 
per cent sodium silicate, 10 oz 
whiting and 1 oz graphite or rouge 
is added. Solution is cooled before 
use. Since the particulate matter 
in the mold wash or coating tends 
to settle out on standing, the solu- 
tion should be stirred well prior to 
use. 

We believe that spraying the 
coating is preferable to brushing 
since only a thin coat is desired on 
the mold face, and better adhesion 
is obtained. Mold should be at an 
elevated temperature when the 
coating is applied, but the mold 
should not be so hot as to cause 
steam bubbles. Coating may be 
rubbed down with steel wool, but 
do not get the coating too slick 
since the metal will not lie on it 
properly. Thicker coatings usually 
are applied in the gate section and 
other areas where a slower cooling 
rate is desired. 


Classifies Defect as a Blow 
CUE We are sending for ex- 


amination a small gray iron cast- 
ing showing a small blow or shrink 
which is causing many rejections. 
We will appreciate how this would 
be classified and the cause. Cast- 
ing is all in the cope side with 
the stem uppermost, and four 
pieces are made in a mold. Iron 
shows 2.45 to 2.60 per cent Si, 0.56 
to 0.65 per cent Mn, 0.10 to 0.14 
per cent S, 0.10 to 0.18 per cent 
P, and 3.35 to 3.40 per cent TC. 
Sand properties show 100 to 110 
permeability, 2.5 to 3.0 per cent 
moisture and 10 to 11 psi green 
compression strength. 


Lae AS you indicate, the 


position of the defect in the cast- 
ing apparently could lead to classi- 
fication as either a shrink or blow. 
However, sectioning the casting 
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through the area involved, to per- 
mit closer examination of the 
structure of the metal and the ex- 
terior surfaces, leads to the opin- 
ion that the defect is a blow and 
not a shrink. This is based on 
the fact that the metal beneath 
the indentation or depression is 
solid, and the exterior surface has 
a dull, bluish cast associated with 
steam or water vapor and hot 
metal—and numerous sand grains 
were found embedded in the metal 
at the bottom of the depression. 


While you did not state spe- 
cifically, we suspect that this de- 
fect occurs in the same spot which 
is formed by a small pocket of 
sand. That pocket develops a 
nasty little re-entrant angle which 
is difficult to vent satisfactorily, 
even with a sand of good perme- 
ability. A stop-gap remedy would 
be to run a vent wire through 
the sand at the point involved, but 
the proper remedy, of course, is 
to eliminate the re-entrant angle 
by putting a little more metal in 
the area. Experimentally you 
could place wax in the area, and 
contour it so that smooth curves 
similar to those on adjoining parts 
of the casting are obtained. 


Makes Soil Pipe and Fittings 


Could you give us in- 
formation on how soil pipe and 
fittings are molded and cast? We 
would like to know about coring 
such work and the range of ana- 
lysis permissible in such castings. 
Are there any particular books on 
making soil pipe and fittings? Al- 
so would like details on gating 
and risering those castings. 


While from time to 
time articles have been published 
on different phases of production 
of soil pipe and fittings, we do not 
know of any book on the subject. 
Soil pipe is made in three classes 

standard, medium and heavy. 
Standard is !,-in. thick, medium is 
3/16-in. and heavy is 1,-in. thick. 
Major production is in the stand- 
ard class. Average analysis for 
such castings would show 1.75 to 
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2.00 per cent Si, 0.75 per cent P, 
0.45 to 0.50 per cent Mn, and 3.40 
to 3.50 per cent TC. 


Detailed explanation of the 
manufacture of soil pipe and fit- 
tings would take considerably 
more space than is at our dis- 
posal, and we can only provide a 
brief summary. Unless cast in 
centrifugal machines, the long 
straight lengths in either bell and 
spigot or two bell ends are made 
in close-fitting cast iron or steel 
flasks. Pipe up to 6 in. diam are 
mounted in pairs, and over that 
size, singly. Sprues and_ gates 
usually are arranged to take metal 
from a large elongated, multi-lip 
ladle suspended from a crane or 
monorail. Central runner between 
two castings feeds thin flat gates 
spaced about 2 in. apart. Four 
sprues equidistantly spaced lead 
to the runner. 


Practice in preparing the molds 
varies. In some plants the pat- 
tern is dropped part way through 
a stripping plate before the half 
mold is lifted. In others the half 
flask is lifted directly from the 
rigid pattern and plate. A small 
fillet at the joint line insures a 
clean lift, and a vibrator attached 
to the plate is kept in operation 
during the lift. 


Cores for the pipe are made on 
cast iron or steel pipe arbors with 
numerous __ closely-spaced vent 
holes. Ends of the arbors are ma- 
chined and fit closely in a circu- 
lar opening in each end of the 
flasks. Finely screened sand for 
the cores is stored in an overhead 
hopper. The arbors are clay- 
washed or dipped in water, and 
placed on a stand under the hop- 
per. Stand is provided with bear- 
ings corresponding to the turned 
ends of the arbors. A crank han- 
dle for hand work or a simple type 
of clutch for mechanical handling 
is fitted to one end to revolve 
the arbor while a thin stream of 
sand falls from the overhead hop- 
per. A flat knife or doctor rest- 
ing on the stand regulates the 
thickness of sand on the arbor 
and imparts the correct shape and 





smoothness. Cores are not coated, 
and are used green. 

Molds for pipe fittings are made 
similar to straight pipe that is, 
on a jolt machine or rammed by 
hand. Cores for the castings gen- 
erally are rammed by hand. An 
arbor, which may be plain or a 
backbone with a number of semi- 
circular wings cast on, occupies 
space in the lower half of the 
corebox. Corebox is in_ halves 
which may or may not be hinged. 
For some shapes a Shell pattern 
serves for pattern and corebox. 
The pattern is split horizontally 
through the center. On cores pro- 
vided with three or more bearing 
points, short core prints are suf- 
ficient. On bent pipes with only 
two bearing points it is necessary 
to prolong the bearings and arbor 
ends to resist the lift of the metal 
as it flows into the mold. 


Discusses Aging of Castings 


We are interested in 
obtaining information on whether 
you know of any books or pub- 
lished articles dealing with “ag- 
ing” and its causes and effects in 
gray cast iron. 


By aging we assume 
that you are referring to the old 
practice of exposing castings to 
the atmosphere for several months 
before machining them. That pro- 
cedure was followed since it ap- 
peared that better dimensional sta- 
bility resulted than when the cast- 
ings were machined without such 
“weathering” or “seasoning.” L. 
M. Sherwin in Transactions of the 
American Foundrymen’s Associa- 
tion, 1917, (now society) in dis- 
cussing “‘seasoning” stated: ‘‘Cast- 
ings which have not been heat 
treated and are left for a long 
period of time in the yard exposed 
to the weather are found to be 
seasoned to an extent about equal 
to that which the castings receive 
from heat treatment.” 

However, P. A. Russell in 
Foundry Trade Journal, Sept. 5, 
1946 carried on some work with 
test castings designed to incorpor- 
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ate stresses, and found that such 
castings exposed four months to 
varying atmospheres and tempera- 
tures showed only a reduction of 
internal stresses of about 15 per 
cent. Machining of the specimens 
also provided some stress relief. 
Study by C. R. Tottle, Proceed- 
ings, Institute of British Foundry- 
men, 1947-48 indicated that weath- 
ering relieved stresses to an ap- 
preciable extent, and M. M. Hal- 
lett, Foundry Trade Journal, Aug. 
11, 1949 set the figure of 10 per 
cent maximum stress relief on ag- 
ing at room temperature for sev- 
eral months. 

Aging or weathering is_ not 
practiced to any great extent to- 
day. In the first place, it means 
a large inventory of castings, and 
secondly a short heat treatment 
at 950 to 1050° F for plain gray 
irons and somewhat higher for al- 
loy-type irons will provide up to 
80 per cent stress relief, as pointed 
out in two articles by C. O. Bur- 
gess in the August and September, 
1953 issues of FOUNDRY. 


Make a Study Before Changing 
L QUESTION / We are in charge oi 


the technical and control labora- 
tory of the municipal transpori 
system of a large South Americar 
city operating nearly 2000 busses 
and streetcars, and have our own 
foundry for producing repair and 
other castings. At present we 
produce monthly about 5000 cast 
iron brakeshoes weighing about 
83 tons, 800 bronze bushings and 
bearings weighing 22,000 Ib, 800 
bronze trolley wire fasteners 
weighing 1320 lb, and around 4400 
lb of 14-in. bronze bushings from 
1 to 7 in, in diam. These are mad 
on molding machines, and molds 
are poured twice a week. We 
would like to change the first-men- 
tioned bushings and bearings to 
centrifugal castings, and the wire 
fasteners and last-mentioned bush- 
ings to shell molding. We would 
like to have your opinion on this 
matter. considering our needs. 


UME Before 
changes in procedure it always is 
advisable to make a careful study 
of present practice to ascertain 
the piece cost of casting as it 
leaves the foundry, and in your 
case—since you machine some of 
the castings—the final cost as 
placed in use. Then the same type 
of study should be made of the 
proposed method. From such data 


making any 
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you can determine which will be 
more economical. AS you _ un- 
doubtedly know, proper cost esti- 
mation involves consideration of a 
large number of factors, including 
cost of equipment, interest and 
depreciation. In addition, you 
should consider machining cests, 
since saving there may overshadow 
differences in molding costs. 

As far as feasibility of produc- 
ing the bushings and bearings bv 
centrifugal casting is concerned, 
we agree that it is a logical pro- 
cedure, but it is not quite clear 
to us why you consider making 
some by shell molding. We would 
use the centrifugal casting meth- 
od for all of them. The trolley 
wire supports could be made by 
shell molding. 


Painting a Foundry Building 
TI we have an _all-steel 


prefabricated foundry building con- 
structed in 1949. The siding is 
corrugated galvanized steel sheets 
and the steel frame work has had 
only the ground coat that was put 
on at the factory. Please advise 
the kind of paint to use and also 
preparation of the surface before 
painting the entire building both 
inside and outside. Also advise 
concerning kind of paint and prep- 
aration of the surface for painting 
our cupola, cupola house and equip- 
ment. 


Procedure for painting 
the inside and outside will differ 
because the outside has been ex- 
posed to the weather. For paint- 
ing the inside surfaces of the gai- 
vanized sheets it will be necessary 
to prepare the surface by cleaning 
with naphtha or other solvent to 
remove dirt and grease on the sur- 
face (Observe fire hazard rules). 
Chemical washes may also be used. 
If the inside has been painted pre- 
viously, it should be wire brushed 
to remove loose paint and rust. 
New galvanized iron is a difficult 
surface to paint because of a pro- 
gressive reaction between the zinc 
surface and the paint film which 
eventually destroys the bond of 
paint to metal. A special primer 
containing finely divided zine will 
be required as it adheres well to 
galvanized iron. After the primer 
coat has been applied a linseed oil 
graphite type paint, an outside 
house paint or an aluminum paint 


may be used, as preferred. 

To paint the outside it will be 
sufficient to prepare the surface by 
scraping and wire brushing to re- 
move loose paint and rusted areas. 
A primer containing zinc chromate, 
red lead, zinc oxide and iron oxide 
should be used. The final coat may 
be the same as that used on the in- 
side. 

The paint required for the cup- 
ola, cupola house and equipment 
depends upon the temperature to 
which these parts are subjected. 
Assuming that the temperatures 
are low, the following procedure 
can be used: Clean the surfaces of 
all foreign matter by use of the 
methods described previously. Use 
the outside primer described above 
for a prime coat and the first coat. 
For the second and third coats use 
the linseed oil graphite type paint 
or an aluminum paint. On areas 
not exposed to the weather the 
first coat may be omitted. 

For detailed information or for 
conditions where high tempera- 
tures or corrosive atmospheres are 
a problem we suggest that you con- 
sult any reputable paint manufac- 


turer. 


Arsenic Addition to Copper 


Would you please tell us 
how we can add 1 per cent arsenic 
to copper, and what precautions 
should be taken? We have oil-fired 
pit furnaces and use crucibles. We 
intend making castings about 1 x 
1 x 6 in. 


WOH While we have heard of 
arsenrcal copper in wrought form 
for staybolts, locomotive firebox 
plates, etc., we do not recall de- 
liberate addition for castings. Ar- 
senic usually is added to wrought 
copper for the purpose of increas- 
ing its resistance to temperature 
since it inhibits recrystallization. 
Amount commonly is limited to 0.5 
per cent, and such arsenical copper 
usually is called ‘firebox copper.” 
Since the purpose of arsenic addi- 
tion is to improve resistance to re- 
crystallization, we can see no rea- 
son for its presence in copper cast- 
ings because they are not subject 
to that phenomenon unless they 
are worked in some fashion. 
Addition of arsenic is a hazard- 
ous process since the fumes are 
highly poisonous, and should not 
(Concluded on page 102) 
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perieeoore | What a ROYER 
“wie Will do for your Mulled Sand 


1. Increase permeability. 

2. Increase flowability. 

3. Eliminate all clay balls. 

4. Provide a final complete mixing. 
5. Double aerate the sand. 


6. Speed cooling by fluffing, open 
discharge stream and open heap. 


7. Assure a light, fluffy texture. 





















P 





The mulling operation, designed to 
coat sand grains with certain addi- 
tives by the mechanical process of 
kneading, is an essential one for 
good sand control. However, this 
action results in pressing and packing 
the sand grains together and the 
added bonding materials tends to 
hold the sand in a dense state. Sand 
properly prepared for molding should 
be open and fluffy, to allow for good 
flowability and the escape of gases. 
Sand discharged from ANY muller 
needs to be aerated .. . with a ROYER 
... the only machine large enough 
to handle the instantaneous discharge 
from large mullers; the only machine 


which fluffs and cools as it aerates. 


Install a Royer directly under your 
muller discharge or later in the 
system, if more convenient. Two 
models are recommended for this ap- 
plication, depending upon capacities 
desired—the NRS, 40 to 60 tons per 
hour or the NYS, 120 to 180 tons per 
hour. With the addition of a Royer 
no time is added to the cycle of sand 
preparation and, for a fraction of 

a cent per ton, the quality of your 
sand will be improved many times 


over. Write for complete details. 


ROYER FOUNDRY & MACHINE CO. \incston, pa. 
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(Concluded from page 100) 

be attempted by the average found- 
ryman. In commercial manufac- 
ture of a 30 per cent arsenic-copper 
master alloy, the arsenic is placed 
with copper in a sealed retort in a 
well-ventilated furnace and enclo- 
sure. Since such a master alloy is 
available we suggest you obtain 
some and add it to your copper 
3 lb 5 oz of the master alloy and 96 
Ib 11 oz of copper. This should 
give about 1 per cent As content. 

However, since arsenic fumes 
will be given off during melting 
and pouring, every precaution 
should be exerted to see that the 
operators are well protected. Melt- 
ing and pouring should be conduct- 
ed under hoods suitably ventilated 
to the outside of the foundry, and 
the operators should wear gas 
masks equipped with filtering 
agents specifically for removal of 
arsenic fumes. 


Designates Scrap Metal Types 


Where can we obtain 
specifications for the following cup- 
ola melting scrap materials, sim- 
ilar to those under which prices of 
foundry materials and coke are 
listed in FOUNDRY: No. 1 cupola 
cast, clean auto cast, machinery 
cast, and short steel rails? These 
are for use of our purchasing de- 
partment. 


According to the Insti- 
tute of Scrap Iron and Steel, 1729 


H St. N.W., Washington 6, the fol- 
lowing information applies: 

Cast Iron No. 1 (Cupola cast). 
Clean cast iron scrap such as col- 
umns, pipes, plates and castings of 
miscellaneous nature, including 
cast parts of agricultural machin- 
ery. Must be free from stoveplate, 
burnt iron, brake shoes and for- 
eign material. Must be cupola size, 
not over 24 in. by 30 in., and no 
piece to weigh over 150 Ib. 

Clean Auto Cast. Clean auto 
blocks; free from all steel parts 
except camshafts, valves, valve 
springs and studs. 

Drop Broken Machinery Cast. 
Clean heavy cast iron machinery 
scrap that has been broken under 
the drop. All pieces must be in 
cupola size, not over 24 x 30 in., 
and no piece to weigh over 150 Ib 
and not less than 5 lb. 

Cut Rails, 3 ft and under (AAR 
No. 28-A). Cropped rail ends 3 ft 
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and under in length. Free from 
concrete, dirt and other foreign 
materials. 

Cut Rails, 2 ft and under (AAR 
No. 28-B). Cropped rail ends 2 ft 
and under in length. Free from 
concrete, dirt and other foreign 
materials. 

Cut Rails, 18 in. and under (AAR 
No. 28-C). Cropped rail ends 18 
in. and under in length. Free from 
concrete, dirt and other foreign 
materials. 


Softer Core Prevents Cracks 


|QUESTION| Many of our brass bush- 
ings develop cracks when they are 
machined. Metal is melted in a 
crucible oil-fired furnace. The mix- 
ture includes borings of unknown 
zinc content, copper and red brass 
scrap. A considerable amount of 
manganese bronze is mixed with 
the metal and we have been told 
that the aluminum content of this 
metal may be responsible for the 
cracks. However, the _ castings 
crack sometimes when no alumi- 
num is present in the charge. 


HELP Since the castings are 
circular, the cracking probably 
may be controlled by using a softer 
core. With a green sand core the 
center may be cut out with a sprue 
cutter. Dry sand cores should be 
as soft as possible; this is accomp- 
lished by using a minimum amount 
of binder. In both cases the re- 
sistance to the contracting metal is 
reduced to a minimum. The metal 
is unusually weak while passing 
from the liquid or pasty to that of 
the solid state. In this condition 
the slightest resistance has a tend- 
ency to break or crack the casting. 


Operation of Permanent Molds 


EIEI> We are contemplating 
production of castings by the per- 
manent mold method, and would 
like to know the common method 
in practice to maintain the temper- 
ature of the mold at 600 to 700° F. 
Is a heat indicator used on the 
mold? Also where can we obtain 
mold coating materials? Could we 
make our own, and if so what could 
we use? 


| ANSWER J Permanent molds usual- 
ly are raised to the operating tem- 
perature by the use of simple gas 
burners (pipes pierced with holes) 
designed to provide uniform heat- 
ing over the mold surface. After 
the temperature is reached, the 


control essentially is regulated by 
the operating cycle—that is, the 
number of castings made in a giv- 
en period, and that will have to 
be determined by making experi- 
mental runs: 

If the mold tends to run too hot 
the castings take too long to solid- 
ify—the mold will have to be cooled 
externally by use of air blast or 
fan, or application of ribs or studs 
on the back of the mold to pro- 
vide greater heat radiating sur- 
face. Conversely, if the mold runs 
cold, heat will have to be applied 
with the gas burner. 

Mold coatings may be obtained 
from manufacturers and foundry 
supply houses whose names and ad- 
dresses may be found in the adver- 
tising pages of FOUNDRY. While 
we believe that you will obtain 
better results by purchasing the 
coating, you probably will not be 
satisfied until you experiment. 
Therefore, you might try the fol- 
lowing: Heat 30 gal of water to 
boiling and stir in 7 qt of 40 per 
cent sodium silicate (water glass). 
Then add 10 lb of whiting, and fol- 
low with 1 lb of rouge or graphite. 
Allow to cool before use, but stir 
well previous to application to the 
mold face since the solids tend to 
precipitate. 


Coating Patterns with Metal 


EVEL We are interested in the 
purchase of aluminum paint that 
hardens the surface of patterns, 
and would like to know where it 
may be obtained. 


From your reference to 
hardening the surface of a pattern, 
presumably wood, it occurs to us 
that you are interested in a coating 
of metallic aluminum as such and 
not in the form of paint. 


Metallic aluminum is applied by 
a method known commonly as met- 
allizing. The molten aluminum or 
other metal in the form of finely 
divided droplets, is sprayed onto 
the surface of the object to be 
coated. On striking the object 
the droplets solidify and adhere 
strongly, forming an almost im- 
pervious, continuous metallic coat- 
ing. The process is used to apply 
metallic coatings to wood patterns, 
but its greatest use is in applying 
protective metal coatings to other 
metals and to build up worn areas. 
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‘Never mind that fancy 


sales talk. Just tell me 
this: what will THIEM 


CORE & MOLD COATINGS 
& CORE OILS do for me?” 


That's a good question. We'll let 
the THIEM twins answer it. 











* FERRO-KOTE 
™ KROME-KOTE 


“ NO-DR! An honest question deserves an _ honest 
she MOLD-LITE answer. THIEM CORE & MOLD COAT- 


é INGS & CORE OILS will cut your costs, 
ba ZIRCON COATINGS speed operations and eliminate mixing 
she CHILL KOTE errors. Why? Well, foundrymen agree that 


foundry operations require products that are 


= MUDDING COMPOUND unquestioned in quality, unquestioned in 
* INGOT KOTE uniformity. We'll grant that all reputable 


suppliers furnish such products. BUT— 


- CORE OILS a product that goes great guns in one foundry 
*K 3 may cause nothing but trouble in another. 
CORE HESIVE Because of these differences, THIEM 


CORE P ASTE custom-fits its products to your way of 
rs doing things. THIEM CORE & MOLD 
is sai COATINGS & CORE OILS are 


uniform, high quality, laboratory controlled, 
Thiem 


sold with service—and tailor-made for you. 
PRODUCTS, INC. 


 “ Milwaukee 14, Wisconsin 
BeSt= Test 


August 1954 


























103 











MARSHALL POST 


leaves Birdsboro Steel 


ARSHALL POST has retired as 
vice president in charge of op- 
erations, Birdsboro Steel Foundry & 
Machine Co., Birdsboro, Pa., follow- 
ing over 50 years in the steel in- 
dustry. In 1900 he joined American 
Steel Foundries, Granite City, Il. 
as a molder’s helper, and three years 
later became a molder at Common- 
wealth Steel Co., now General Steel 
Casting Corp., Granite City. He re- 
turned to American Steel Foundries 
and was general foreman there in 
1918 when he became foundry super- 
intendent, Marion Steam Shovel Co., 
Marion, O. In 1920 he was made 
manager, Sharon Works, 
American Steel Foundries, and in 
1923 was sent to its Thurlow Works 
in Chester, Pa., as works manager. 
He joined Birdsboro in 1925 as works 
manager, and while there helped to 
develop the Randupson 
cement molding. Mr. Post was na- 
tional president of the American 
Foundrymen’s Society in 1938-39. 
¢ e a 
Thomas Drever, chairman of the 
board, American Steel Foundries, 
Chicago, recently received an hon- 


works 


process of 


orary doctor of laws degree from II- 
linois Institute of Technology. M1 
Drever is a trustee of the institute 
and chairman of its finance com- 
mittee. He is board chairman, Grif- 
fin Wheel Co., Chicago, and a di- 
rector of Griffin Steel Foundries Ltd., 
Quebec, and Diamond Chain Co., In- 
dianapolis. 
o 6 ¢ 
J. K. Bell has been appointed head 
of the nondestructive testing depart- 
ment, Sam Tour & Co., New York 
Mr. Bell was graduated from New 
York University and has been en- 
gaged in erection and design of pow- 
er and chemical plants. 
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GEORGE LAMBERT 


IBF secretary director of 


George Lambert has’ been = ap- 
pointed secretary of the Institute of 
3ritish Foundrymen, succeeding the 
late Tom Makemson. Mr. Lambert 
has been assistant secretary of the 
institute since 1947. He was educated 
at the Central School of Commerce, 
Newcastle-on-Tyne and had his early 
industrial training at R. & W. Haw- 
thorn, Leslie & Co. Ltd.’s Locomotive 
Works, Newcastle-on-Tyne. In 1931 
he was appointed chief assistant to 
the secretary of the Institute of Ma- 
rine Engineers, London, resigning in 
1947 to join the Institute of British 
Foundrymen. 

. * 2 


Dr. Augustus B. Kinzel has been 
appointed director of research, Union 
Carbide & Carbon Corp., New York. 
Dr. Kinzel received degrees from Co- 
lumbia University, Massachusetts In- 
stitute of Technology and the Uni- 
versity of Nancy, France, and has 
been actively engaged in research 
work with Union Carbide since 1926, 
most recently as vice president of 
Electro Metallurgical Co. He is vice 
president of the American Institute 
of Mining and Metallurgical Engi- 
neers and is active in various other 
technical societies. 

. ° ¢ 

Ralph R. West, president, West 
Steel Casting Co., Cleveland, was re- 
cently elected president, Cleveland 
Engineering Society, for 1954-55. Mr. 
West served as president of the so- 
ciety last year also. 

° ° ¢ 


H. E. Martin has been elected pres- 
ident and a director of Metal & Ther- 
mit Corp., New York. Mr. Martin had 
been with the Babcock & Wilcox Co. 
since 1929, most recently as manager 
of the New York district. 


DR. AUGUSTUS B. KINZEL 


research 


PETER E. KYLE 


v.p., engineering firm 


Peter E. Kyle, since 1946 professor 
of metallurgy, College of Engineering, 
Cornell University, has resigned to 
become vice president of Lessells & 
Associates Inec., Boston, in research 
and development covering mechanical 
engineering, electronics and mathe- 
matical physics. While a student en- 
gineer at Westinghouse Electric 
Corp., Mr. Kyle attended Carnegie 
Institute of Technology’s evening 
courses, He was graduated from Cor- 
nell University in 19383 and received 
his master’s degree from Massachu- 
setts Institute of Technology in 1939. 
In 1943-44 he was granted leave from 
teaching duties at MIT to serve with 
the War Metallurgy Committee’s 
Product Research Division. Mr. Kyle 
has been active in committee work 
with the American Foundrymen’s So- 
ciety and Foundry Educational Foun- 
dation. 

. * + 

EK. J. Tribble has been appointed 
assistant vice president-manufactur- 
ing, Worthington Corp., Harrison, 
N. J. A. M. Tullo has succeeded 
Mr. Tribble as manager of the Har- 
rison Works. L. E,. Hammer, for- 
merly assistant manager at the 
Wellsville, N. Y., Works, has as- 
sumed Mr. Tullo’s former post as 
Wellsville works manager. 

4 * ¢ 

Gifford V. Leece, since 1947 vice 
president-sales manager, has been 
elected president, Gardner-Denver Co., 
Quincy, Ill. Since he joined the com- 
pany in 1922, Mr. Leece served as 
manager on the Pacific Coast and 
as sales manager of oil field products. 
In 1938 he became New York City 
division manager and organized the 
export division there. Benjamin C. 

(Continued on page 106) 
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other source. Here is help in analyzing this market—studying sales 
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constructive promotion program to the 5 billion dollar foundry market. 
It's time to take a new look at this market—and at the unusual selling 
aids we have for you. Say PLUS 5 to your FOUNDRY 
representative and he'll show you this 5-step program 


designed to move more of your products into foundries. 
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RICHARD W. HACKETT 
. joins U. S. Graphite 


(Continued from page 104) 
Essig, since 1938 vice president in 
charge of the Denver plant, has been 
made Gardner - Denver's’ executive 
vice president. A graduate of Colo- 
rado School of Mines, he joined the 
company in 1923, and later served as 
Birmingham and St 


manager in 
Louis. He was manager of mining and 
construction division sales, and in 
1938 was made vice president in 
charge of the Denver plant 

. + . 

Richard W. Hackett has joined 
United States Graphite Co., Saginaw, 
Mich., to handle sales in Davenport, 
Iowa, Moline and Rock Island, Ill 
with headquarters in Davenport. Mr 
Hackett was graduated from Hills- 
dale College and also attended Uni 
versity of Toledo. 

“ ° ¢ 

Ernest V. Piazza has been trans- 
ferred from the Cincinnati district 
sales office of the Whiting Corp., 
Harvey, Il., to the St. Louis district 
office. Mr. Piazza, a chemical engi- 
neer, has been sales engineer in the 
Cincinnati district for seven years 





A. C. PATSAVAS 
Whiting Cincinnati sales 
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HAROLD W. PARTHEMER 


assistant manager, I-H 





Fi oor 
ys 
Ee OF 


CHARLES D. SCHMIDT 
. New York sales, Whiting 


and with Whiting for twelve years. 
Charles D. Schmidt has been assigned 
to the New York district sales office. 
A graduate of the University of II- 
linois, Mr. Schmidt previously served 
in engineering capacity in the Found- 
ry Equipment Division, Harvey, III. 
A. C. Patsavas has been assigned to 
the Cincinnati district sales office. 
He was graduated from Illinois In- 
stitute of Technology in 1950 and has 
been with Whiting since that time. 
Bernard L. Heinen has been assigned 
to the Houston, Tex. district office 
after extensive training with Whiting 
Corp. for the last four years. Mr 
Heinen was graduated from Illinois 
Institute of Technology in 1950. 


* Y ¢ 


James R. Allan, since 1946 man- 
ager of the industrial engineering and 
construction department, Internation- 
al Harvester Co., Chicago, has re- 
tired following 44 years with the 
company. Mr. Allan joined the com- 
pany after receiving his engineering 
training at Lewis Institute. He was 
assistant superintendent in charge of 
the malleable foundry, McCormick 


i. 3 


OTTO A. KRUEGER 


department manager, I-H 





ERNEST V. PIAZZA 
Whiting sales, St. Louis 


JAMES R. ALLAN 


leaves Harvester company 


Works, later transferring to the in- 
dustrial engineering department of 
the Harvester company. Active in 
committee work of the American 
Foundrymen’s Society, he is also a 
former director of that organization. 
Recently he served as chairman of 
the AFS Safety, Hygiene and Air 
Pollution Steering Committee. Otto 
A. Krueger, with the company since 
1916, has succeeded Mr. Allan as 
manager of industrial engineering 
and construction, and Harold W. 
Parthemer, formerly construction en- 
gineering consultant, has become as- 
‘istant manager, the position for- 
merly held by Mr. Krueger. 
‘ « ‘ 


D. F. MecCandlish has been ap- 
pointed regional manager of the 
north central region, Air Reduction 
Sales Co., Division of Air Reduction 
Co. Inc., succeeding S. H. Newburn, 
who was recently appointed presi- 
dent of Air Reduction Canada Ltd. 
Mr. McCandlish joined Airco in 1931 
and was most recently manager of 
the Chicago district. S. S. Bruce Jr., 

(Continued on page 109) 





BERNARD L. HEINEN 
Houston sales, Whiting 
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CONDITIONS IRON FoR Ten) 
BETTER CASTINGS 


pre-measured 
SCORED BRICK FORM 


MOLTEN IRON 
FLUIDITY IS INCREASED AN 


A new era in casting production began over 
thirty six years ago with the introduction of 
Famous Cornell Cupola Flux to minimize cast- 
ing rejects and scrap loss. 

That our goal has been achieved, is evident 
by the hundreds of leading gray iron foundries 
and malleable foundries with cupolas, on our 
list of regular customers. 

The value of using Famous Cornell Cupola Flux 
with each charge of iron is clearly revealed 


IS THOROUGHLY CLEANSED IN THE CUPOLA, 


D SULPHUR GREATLY REDUCED 


by cleaner, sounder castings. 

Famous Cornell Cupola Flux greatly reduces 
cupola maintenance by keeping § cupolas 
cleaner. And by forming a glazed or vitrified 
protective surface on brick or stone, reduces 
erosion and repairs. 

Scored Brick Form adds to ease in fluxing a 
charge of iron, saves time and avoids waste 


WRITE FOR BULLETIN NO. 46-B 
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a FAMOUS CORNELL BRASS FLUX cleanses molten brass even 
” when the dirtiest brass turnings or sweepings are used. You 


126-1040 MAIN AVENUE, N. W., CLEVELAND 13, OHIO 


Manufacturers of Iron, Sem1-Steel, Malleable, Brass, 


BRASS 
hi FLUX 


Bronze. Aluminum and Ladle Fluxes - Since 1918 
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ALUMINUM 
FLUX 


pour clean, strong castings which withstand high pressure 
tests and take a beautiful finish. The use of this flux saves 
considerable tin and other metals, and keeps crucible and fur- 
nace linings cleaner, adds to lining life and reduces maintenance. 


FAMOUS CORNELL ALUMINUM FLUX cleanses molten aluminum 
so that you pour clean, tough castings. No spongy or porous 
spots even when more scrap is used. Thinner yet stronger sec- 
tions can be poured. Castings take a higher polish. Exclusive 
formula reduces obnoxious gases, improves working conditions. 
Dross contains no metal after this flux is used. 





What it takes 
to make a 
3000 Degree 
Refractory 
Concrete 


Because of the widespread interest in 
the use of refractory castables. mam 
furnace operators have asked us fot 
the story behind the performance ot 
B&\V's 
Kuocast. 


ulmigue refractory concrete, 


Here are the answers to some of the 


most frequently asked questions: 


Q. When vou refer to Kaocast as a 
3000 degree refractory castable, do 
vou mean that its melting point 1s 


000° F? 


A. No, this means that its service use 
limit is 3000° F: 


200 degrees higher. 


its melting poimt is 


Q. Just what does it take to make a 
3000 degree refractory castable like 


B&W Kaocast? 


A. Let’s first define a few terms. Re- 
fractorv castables are made with granu 
lar materials which are volume stable 
it high temperatures and which can 
undergo repeated heating and cooling 
cvcles without disintegration. ‘Thes« 
materials, known as refractory calcmes 
or grogs, are blended with suitable 
hvdraulic binders. ‘Vhe initial strength 
of a refractory castable is thus devel 
oped in the same manner as that of 
ordinary concrete—that is, through 
the chemical action between water 
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(Advertisement) 





and the binder. A strong ceramic bond 
is formed when the refractory castable 
s subjected to temperatures above the 


vitrification point. 


Q. Then vou have a grog, a binder 
ind a method of putting them to 
vether. Which is most important? 


A. You can't sav that anv one is most 
umportant. It’s a combination of. all 
three. Let’s take them one at a time. 
Our grog consists primarily of the 
blend of kaolin and othe! 
materials. ‘This ratio 


propel 
ilumuina-silica 
enables us to achieve a grog with 
minimum expansion and shrinkage, a 
high fusion point, and greater stabilits 
under load, at varving temperatures. 


Q. And now, what about the binder? 


A. ‘There are a number of factors re- 
sponsible for the success of the Kao- 
cast binder. One is the compound 
Pricalctum Penta-aluminate (3 lime 
to 5 alumina). This formula produces 
the most refractory compound (high 
est melting point) that can be madc 
from lime and alumina. Another 1s 
that by using the purest commercially 
available lime and alumina, the Kao 
cast binder is substantially free of iron 
and silica. Such traces of these that 
are present combine during the pre- 








firing of the binder to produce stable 


compounds. 


OF Just how important is the manu 
facturing or “blending” of the grog 
and the binder? 
A. If one factor could be singled out 
as “most important” it would be 
quality control. 


Direct control over the fineness of 
materials, prefiring temperatures, and 
other phases of manufacture 1s pos 
sible at B&W because both the grog 
and the binder are made and blended 
at B&W’'s Augusta Works—undei 
B&W’s direct control and supervision. 
Q. These factors you've discussed 
must add up to some specific advan 
tuges of Kaocast. What are they? 


A. B&W Kaocast has all the advan 
tages of easy installation which arc 
responsible for the widespread interest 
in refractory concretes, plus these ex 
clusive features: It is the only 3000 
degree refractory concrete with high 
resistance to spalling and low volume 
change throughout its operating range. 


Pritt BABCOCEK €@ WHtteo.d Co. 
Refractories Division 
General Offices: 
161 East 42nd St.. New York 17, N. Y. 
Works: Augusta, Ga. 
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JOHN L. GOHEEN 
Brake Shoe casting sales 


(Continued from page 106) 


zone manager, eastern region of Air 


Reduction’s railroad department, suc- 
ceeds Mr. McCandlish as Chicago dis- 
trict manager. 
a ¢ ¢ 
William N. Hulme has been ap- 
pointed district sales manager of 
brake shoes, and John L. Goheen, 
district sales manager of castings, 
Brake Shoe & Castings Division, 
American Brake Shoe Co., New York. 
Mr. Hulme joined the company in 
1938 and Mr. Goheen in 1943. Both 
men will have headquarters in San 
Francisco. John F. Ducey, vice presi- 
dent of the division, has been trans- 
ferred from San Francisco to New 
York. 
e ¢ ° 

Arthur L. Pierce recently retired 
as general manager and secretary- 
treasurer of the American Emery 
Wheel Works, Providence, R. I., fol- 
lowing 46 years with the company. 
officers have 
Frederick J. Darby, presi- 
dent-works manager; Harold 0. 
Skoog, vice president-ceramic engi- 
neer; Torrey Allen, treasurer-general 
manager; and William W. Turner, 
secretary-sales manager. John A. 
Doherty has been appointed abrasive 


Following been ap- 


pointed: 


engineer for Rhode Island and ad- 
jacent Massachusetts territory. 
. * + 

Herbert W. Rogers was recently 
elected president, Lithium Corp. of 
America, Minneapolis, succeeding the 
late Karl M. Leute, founder of the 
company. Charles S. Bellows succeeds 
Mr. Rogers as secretary, and Samuel 
H. Rogers was named a director. 

+ ’ * 

Harry E. Case, formerly sales en- 
gineer in the Philadelphia office, 
Dravo Corp.’s Machinery Division, 
has been appointed division sales en- 
gineer in the company’s Pittsburgh 
home office. 
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WILLIAM N. HULME 
. Brake Shoe sales 


George B. Coale has been appointed 
general manager of the Baroid Sales 


Division, Houston, Tex., National 
Lead Co., New York, succeeding 


George L. Ratcliffe, who will con- 
tinue as vice president of the parent 
company and will remain active in 
3aroid sales. Mr. Coale was gradu- 
ated from the Naval Academy in 
1927 and joined National Lead Co. 
in 1935. At the time of his appoint- 
ment as assistant general manager 
of Baroid in 1949, he was chief en- 
gineer for National Lead Co. 
* . . 

Semon H. Stupakoff has been elect- 
ed vice president, the Carborundum 
Co., Niagara Falls, N. Y., where he 
will direct activities of Stupakoff 
Ceramic & Mfg. Co., Latrobe, Pa., re- 
cently acquired and made a Carbo- 
rundum Co., division. Mr. Stupakoff 
was formerly president of the cer- 
amic which his _ father 
founded. 


company 


¢ ° ¢ 


John W. Frazier has been named 
field manager, American Air Filter 
Co., Louisville, with headquarters in 
Pittsburgh, where he will work with 
the company’s national district sales 
offices. For the past 7 years Mr. 
Frazier has been associated 
Trion Inc., McKees Rocks, Pa. 

> * . 

Edward G. Cahill, 
sonnel and industrial relations man- 
ager, Aluminum Co. of America’s 
Cleveland works, has been named as- 
sistant district sales manager in 
Cleveland. Mr. Cahill has been branch 
manager at the company’s Syracuse, 
N. Y., sales office. 


¢ ° + 


with 


formerly per- 


J. D. Webster, since 1951 sales en- 
gineer in General Electric’s Appara- 
tus Division, San Francisco, has 
been appointed manager of industrial 
and non-allied sales, X-ray depart- 
ment, Milwaukee. 


GEORGE B. COALE 


division manager, Baroid 


JACK J. FRIEDMAN 


heads Brass Founders 


Jack J. Friedman, vice president- 
yroduction, Bronx Brass Foundry 
rne., Bronx, N. Y., was recently re- 
elected president of Metropolitan 
Brass Founders’ Association. A grad- 
uate of Polytechnic Institute of 
Brooklyn, in 1947 he joined Bronx 
Brass, which his father helped to or- 
ganize in 1914. 

. + + 

Thomas W. Teetor has been ap- 
po:nted foundry engineer, Federal 
Malleable Co., Milwaukee. Mr. Tee- 
tor worked at the Cleveland, Colum- 
bus and Ashtabula, O., plants of Co- 
lumbus Malleable Iron Co., follow- 
ing graduation from Purdue Univer- 
sity in 1948. Three years later he 
became associated with Swayne, Rob- 
inson & Co., Richmond, Ind., where 
he was development engineer. 

. s . 

Eugene Worell and James R. Flem- 
ing have been appointed sales rep- 
resentatives, Bohn Aluminum & Brass 
Corp., Detroit. Mr. Worell, a gradu- 
ate of University of Minnesota, will 
work out of the St. Louis office. He 
was previously with Manitowoc Co., 
Manitowoc, Wis. Mr. Fleming was 
graduated from University of Michi- 
gan, and will have his headquarters 
in Bohn’s Dayton, O., office. 

. + . 

George Heard has been appointed 
Pittsburgh district sales and service 
manager of Dravo Corp.’s heating de- 
partment there, to supervise sales and 
service of its equipment in the Pitts- 
burgh and Tri-State areas. A grad- 
uate of Yale University, Mr. Heard 
has been with the department for 
7 years. 

+ + + 

H. R. Salisbury has retired as pres- 
ident, Air Reduction Sales Co., New 
York, but will continue as a director 
of Airco’s foreign subsidiaries. J. H. 
Humberstone has succeeded Mr. Sal- 
isbury as president of the sales com- 
pany, and will continue as vice presi- 
dent, Air Reduction Co., a position 
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he has held since 1951. He joined the 
company in 1948 as manager of the 
apparatus production. Mr. Humber- 
stone is also president-board chair- 
man, Arcrods Corp., an affiliate. R. 
E. Lenhard has succeeded him as 
president of the Ohio Chemical & 
Surgical Equipment division of Airco 
in Madison, Wis. 
¢ ¢ ¢ 


David Clark Jr., new chairman of 


the Northeastern Ohio Chapter of the 
AFS for 1954-55, is plant manager, 
Forest City Foundries Co., Cleveland. 
Mr. Clark was born and educated in 





DAVID CLARK JR. 
. NEO chapter chairman 


Scotland and has been with the com- 
pany since going to Cleveland in 1929. 
He is chairman of the operator's 
group, Gray Iron Research Institute, 
Columbus, O. He was vice chairman 
of the chapter last year 

. 7 ‘ 

O. V. Tally has been appointed di- 
rector of industrial sales, general 
machinery division, Allis-Chalmers 
Mfg. Co., Milwaukee. Other divi- 
sion appointments include J. S. Mor- 
gan, director of utility sales, and W. 
L. Manly, director of general purpose 
equipment sales. J. H. Burrus Jr. 
has succeeded Mr. Tally as manager 
of the Midwest region. M. M. York 
has been named manager of the 
Northwest region, and John E. Smet 
succeeds Mr. York as New England 
regional manager. 

© a7 o 7 

J. Arthur MacMillan, formerly su- 
perintendent, Jackson Iron & Steel 
Co., Jackson, O., has been appointed 
general superintendent of the Blast 
Furnace and Electric Furnace Divi- 
sions, Globe Iron Co., there. Mr. Mac- 
Millan was previously with Crucible 
Steel Co. of America in Midland, Pa 

. ¢ * 

Charles L. Homer, vice president, 
North American Smelting Co., Wil- 
mington, Del., was recently named 
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EDWIN A. SWENSSON 


Herman Pneumatic sales 


executive vice president. Mr. Homer 
joined the company in 1946, follow- 
ing termination of duty with the 
WPB, as chief of the Brass Mill 
Division. He is currently a member 
of the Commerce Department’s ad- 
visory board serving the brass and 
bronze ingot industry. 

. ° * 

Edwin A. Swensson has been ap- 
pointed sales and service engineer in 
Michigan and adjacent cities in Ohio 
and Canada by the Herman Pneu- 
matic Machine Co., Cleveland. Mr. 
Swensson also represents National 


Engineering Co., Chicago, and Carl- 
Mayer Corp., Cleveland, in that area. 
Mr. Swensson studied at Illinois In- 
stitute of Technology. 
¢ ° ST 
W. L. Ashlock and H. F. Grote, 
who have been sales representatives 
for the Metals Division, Olin Indus- 
tries Inc., East Alton, Ill., have been 
appointed regional sales managers. 
Mr. Ashlock will be located at the 
company’s New Haven, Conn., plant, 
and Mr. Grote has been assigned to 
Cleveland. E. M. Grady has _ been 
made customer service manager at 
the division’s headquarters in East 
Alton, and E. R. Hack has _ been 
named to the same position in New 
Haven, Conn. 
¢ ¢ A 
John Glasrud has been appointed 
technical supervisor of barre] finish- 
ing research, Minnesota Mining & 
Mfg. Co., St. Paul. Mr. Glasrud, who 
has been technical supervisor of the 
roofing granule research laboratory, 
has been with the company 7 years 
+ ° ¢ 
Charles R. Wirth has been named 
district representative, Eclipse Fuel 
Engineering Co., Rockford, Ill., for 
the company’s recently opened West 
Coast district office, listed as Indus- 


W. E. WATSON 
works manager FM&Co. 


trial Combustion & Furnace Co., 
Glendale, Calif. Mr. Wirth was 
previously sales engineer for Eclipse 
in the Rockford area. 

. ¢ ¢ 


William E. Eccles has been ap- 
pointed foundry superintendent, 
Cooper-Bessemer Corp., Grove City, 
Pa. 

+ ¢ ° 

R. H. Morse III has been appointed 
assistant to the vice president-sales, 
Fairbanks, Morse & Co., with head- 
quarters in Chicago. He joined the 


R. H. MORSE Ill 
Fairbanks-Morse sales 


company 8 years ago following Navy 
service. W. E. Watson has succeeded 
Mr. Morse as general manager of 
the Beloit, Wis., works. Since Janu- 
ary, 1953 Mr. Watson has been works 
manager of Canadian Locomotive Co. 
Ltd., Kingston, Ont., company affili- 
ate. In 1943 he became manager of 
the St. Louis Works, three years la- 
ter was transferred to Chicago as 
manager of the Pump Mfg. Division, 
and later became assistant to the vice 
president-manufacturing. 
. « + 
A. J. Tomasek, formerly executive 
vice president, Walsh Refractories 
Corp., St. Louis, has been elected 
president. J. J. Duggan, manager, 
glass refractory sales, and W. K. 
Schweickhardt, manager, refractory 
sales, have been named vice presi- 
dents. Paul L. Hershfield continues 
as board chairman, and T. W. Gill 
was re-elected secretary-treasurer. 
¢ ' + 
Harris C. Miller, sales representa- 
tive in the New York district, Hook- 
er Electrochemical Co., Niagara 
Falls, N. Y., has been named assist- 
ant sales manager of that district. 
Mr. Miller joined the company in 
1941 following graduation from 
Worcester Polytechnic Institute, Dr. 
(Concluded on page 112) 
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pioneering developments keep WHEELABRATOR 


® first in blast cleaning 














If the cleaning of your large, 
bulky and heavy castings is a 
time-consuming, laborious and 
costly operation, you can profit 
} from the experience of Farrel- 
Birmingham Co., Inc., Ansonia, 
Conn. An old airblast room had 
formerly been used for the clean- 
ing of castings. Cleaning time 
was excessive, quality of clean- 
ing unsatisfactory and costs were 
naturally high. 

This picture has been changed 
with the installation of a Wheel- 
abrator Car-Type Room, utilizing 
three airless Wheelabrator units. 
Whereas two shifts had formerly 









Wheelabrator Steel Shot 
assures lowest overall 
cleaning costs. Write 
for Bulletin No. 89-A. 








Industriais EISA Ltda., Sao Paulo, 
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Wheelabrator Room reduces time and money in 
cleaning castings at Farrel-Birmingham Co., Inc. 


been necessary to maintain their 
daily cleaning work schedule, 
only one is now required. Dras- 
tic reductions in cleaning time on 
individual castings has enabled 
this time-and-labor-saving. 

A 17,000 Ib. iron casting, for 
example, is now cleaned in one 
hour and 12 minutes—5!/, hours 
had formerly been required. The 
table load, pictured above, weigh- 
ing about 10 tons was complete- 
ly cleaned in just 26 minutes— 
four hours of airblasting was the 
former time standard. Castings 
weighing up to 10 tons are regu- 
larly handled. In many cases 
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WHEELABRATOR & EQUIPMENT CORP. 





SIZE is No Obstacle To Cleaning Economy 


cleaning time has been reduced 
as much as 75%. 

A unique feature of this 
Wheelabrator Room is the provi- 
sion made in the cabinet for 
air blast cleaning castings weigh- 
ing up to 80 tons and 10’ high by 
14’ wide by 48’ long in size. A 
separate work car is provided for 
handling these extremely large 
pieces. 

Regardless of the size or 
weight of the castings you pro- 
duce, a Wheelabrator Room can 
be designed to provide you with 
similar cleaning performance. 
Write today for Bulletin No. 854 
to see typical machine designs 
Wheelabrator engineers have per- 
fected for solving complex clean- 
ing problems. 


AIRLESS BLAST 





505 S. Byrkit St., Mishawaka, Ind. 


Manufacturers and Selling Agents: CONTINENTAL EUROPE—George Fischer, Ltd., Schaffhausen, 
Tilghman's Patent Sand Blast Co. Ltd., Broadheath, England; JAPAN—Tokyo Boeki Kaisha, Tokyo; BRAZIL and ARGENTINA—Equipamentos 
Brazil; AUSTRALIA—McPherson's, Melbourne; MEXICO—Casco, S$. De R. L F 


CLEANING 





Switzerland; BRITISH COMMONWEALTH— 


Mexico, D 

















ROSSER L. WILSON 


American Brake Shoe v. p 


(Concluded from page 110) 
Krank W. Long has been transferred 
from the research and development 
department to the sales department. 

° + a 

Rosser L. Wilson, since 1949 chiet 
engineer, Brake Shoe & Castings Di- 
vision, American Brake Shoe Co., 
New York, has been appointed vice 
president-engineering. Mr. Wilson 
was graduated from Purdue Univer- 
sity and joined the company in 1935, 
becoming assistant chief engineer in 
1937. Robert B. Pogue has retired as 


JOHN BERMINGHAM 
. . » AFS chapter chairman 


vice president-engineering and is be- 
ing retained as a consulting engineer 
for the division. He joined the com- 
pany in 1916 and became chief en- 
gineer in 1937, vice president-engi- 
neering in 1949. 

° ° ° 


John Bermingham, recently elected 
president, Northern California Chap- 
ter of the AFS for 1954-55, for the 
past 18 years has been associated 
with E. F. Houghton Co., San Fran- 
cisco, and for 4 years has been special 
foundry service engineer for the com- 





RECEIVES ALUMNUS AWARD: 
Pennsylvania State University, State College, Pa., presented the uni- 
versity’s 1954 Distinguished Alumnus Award to William B. Wallis, right, 
president, Lectromelt Furnace Corp., Pittsburgh, on June 12 in recogni- 
tion of Mr. Wallis’ work in developing and introducing the electric fur- 


time.” 








Dr. Milton S. Eisenhower, president of 


nace in the production of special alloy steel. 
Wallis “a leader in one of the outstanding industrial advances of our 
Mr. Wallis was graduated from the university in the class of 1911 


The citation named Mr. 
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pany’s western division. Mr. Berming- 
ham was graduated from California 
School of Mechanical Arts and prior 
to joining the Houghton company was 
engaged in drafting, purchasing, sales 
management and production fields. 
He was vice chairman of Northern 
California Chapter last year and is 
a past director, secretary and chair- 
man of the local chapter of American 
Society for Metals. 
ry ° * 

W. H. T. Furry has been named di- 
rector of the Training and Educa- 
tional Division, Foxboro Co., Foxboro, 
Mass., succeeding Malcolm B. Hall, 
who has spent 40 years with the com- 
pany. Mr. Furry joined the company 
in 1952. K. A. Bell, associate direc- 
tor of training, will assist Mr. Furry. 

4 Ss ° 

Robert A. Foley has been named 
district salesman, Lindberg Engi- 
neering Co., with headquarters in 
the Chicago home office. Mr. Foley, 
for 20 years with Hevi Duty Elec- 
tric Co., for 6 years was in its Jer- 
sey City, N. J., office, and was Chi- 
cago district manager for 18 months. 

¢ e ¢ 

C. J. Schmidt, for 20 years mana- 
ger of the Detroit office, J. O. Ross 
Engineering Corp., has been named 
vice president-sales, with headquar- 
ters in the company’s main office, 
New York. A graduate of Universi- 
ty of Wisconsin, Mr. Schmidt joined 
the Ross organization in 1930. 

. + » 

George J. Fisher has been ap- 
pointed director of the metallurgical 
department, Sam Tour & Co. Inc., 
New York. Mr. Fisher was graduated 
from the Polytechnic Institute of 
Brooklyn with a master’s degree in 
metallurgical engineering. He _ pre- 
viously was metallurgist, General 
Electric Co. 

* ° “ 

F. H. Atwood, vice president, Har- 
bison-Walker Refractories Co., Pitts- 
burgh, was re-elected president of the 
Refractories Institute. F. H. Laube 
Jr., executive vice president of Free- 
port Brick Co., Freeport, Pa., was 
elected treasurer. 

~ ¢ . 

John D. Spalding, works manager, 
National Supply Co., Torrance, Calif., 
was recently presented a merit award 
by the Merchants and Manufacturers 
Association, Los Angeles, for meri- 
torious achievements in employee- 
company relations. 

* * * 

Gen. Hermon &. Safford, president, 
Ohio Rubber, Willoughby, O., divi- 
sion of Eagle-Picher Co., Cincinnati, 
has been named a director of Osborn 
Mfg. Co., Cleveland. 
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automatic control 





new ways of doing things 


automatically- 








a challenge to every 


industrial operation 


a challenge 
—to management and engineering executives in all industry 
who must make more goods, for more people, at lower cost. 


A challenge, too, to the executives in companies making prod- 
ucts that must be made more automatic. And finally a chal- 
lenge to consulting engineers recommending and specifying 
machines and equipment for automatic operations. 


The answers to help meet this challenge will be found in the 
pages of the one magazine dealing solely with all manner and 
method of automatic operation. It is the first and only maga- 
zine to examine automatic Operation whenever, wherever and 
however it may appear. 








A new Penton monthl y ma gazine 


4 
i 


packed with practical information about 








automatic o peration. First issue out 


in August. Look for it! 
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NYB&P Sand Suction Hose quickly moves 
hot or cold sand, resists abrasive wear. 


Don’t compromise = 
get the special 
foundry belting & hose 
you need! 











Resistorip® construction quickly ejects im- 
bedded metal, prevents destruction of 
conveyor belts by ripping. 








} 






IN ADDITION to its multi-lived 
shakeout belts, with exclusive 
rip-checking ‘““RESISTORIP” 
construction, New York Belting & 
Packing Co. serves the modern 
foundry with many other top-quality 
rubber products, including: 

CONVEYOR BELTING—for any 

material, hot or cold. 

TRANSMISSION BELTING—flat, 

V-belts and ‘Timing’ belts. 

HOSE—air, paint and lacquer spray, 

sand blast, sand suction, water, 

steam, etc. 


For sand-blasting rough castings, you can’t 
beat Double Diamond Sand Blast Hose. 





There’s no need to compromise on 
inefficient, general-purpose hose or belting! 
Every NYB&P product is engineered for 
its specified service, using the most 
suitable fabrics, rubber compounds and 
manufacturing processes to produce the 
ultimate in satisfaction and durability. 
Rely on your nearby NYB&P Distributor 
for the best ...and most economical in 
the long run! If he is not listed in your 
local classified directory, write to 
address below. 


Gilmer V-Belts have the pull—and 
the endurance—to keep air 
compressors on the job! 


“TIMING” BELT DRIVES AND V-BELTS 








-) America’s Oldest Manufacturer of Industrial Rubber Products 








114 FOUNDRY 

















oO 


pis 
4 
bs 
~ 


Seen at the FOUND 


Here and on following pages are additional 
views of exhibits at the AFS Foundry Show 
in Cleveland. Booths of a number of other 
exhibitors were shown in the July issue 
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Lets talk sense aboul 


FOR AUTOMATION OR MODERNIZATION ... YOU NEED MOLDING 
MACHINES DESIGNED TO HANDLE VARYING PRODUCTION REQUIREMENTS 


HE problem of achieving greater econ- 
+ fhe and efficiency in the face of rising 

costs must be met by every foundry 
according to its specific requirements. For 
some, the answer lies in automation... the 
use of fully automatic machinery and systems 
which can operate with minimum supervi- 
sion and human effort. For others, whose 
plant size and production volume do not 
permit the use of complex coordinated 
equipment, the solution is modernization... 
the replacement of obsolete models with 
improved machines engineered for efficient 
low-cost operation. 


Whether your foundry is ready for automa- 
tion or a modernization of its existing facil- 
ities, SPO builds the molding machines you 
need for higher production at lower cost. 


... IF YOU’RE READY FOR 


COMPLETELY AUTOMATIC MOLDING 





As the first practical automatic molding unit, the SPO- 
MATIC has made complete automation possible in the 
foundry. This unit provides the most efficient, econom- 
ical and high-speed method of “hands-off” production 
molding available today. Once a SPOMATIC is 
started, all operations are fully automatic, mechanical 
and continuous. 

All SPOMATIC installations are engineered to individual 
production requirements. Capacities of the various inte- 
gral components can be widely varied. In addition, each 
machine’s versatility is controlled by the flask size speci- 
fied and the variety of molds possible within that size. 


SPOMATIC is the trend-setting | : 
molding machine designed to bring SODY mes 


automation to foundry operations... < PPLE 
ssi A a sid 4 

to make the “foundry of the future” om een 
a reality today! Write for Bulletin 3° 
. . . — 

MM” for additional details. { 


From the smallest to the largest... there’s a SPO for every molding 
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... IF YOU'RE GOING TO 


IMPROVE EXISTING FACILITIES 





SPO produces a complete line of molding machines to 
é meet every foundry’s needs... both for jobbing and mass- 
production operations. Ranging from small manually- 
operated units to semi-automatic pushbutton giants, SPO 
machines are engineered for safe, economical, high speed 


operation and the production of uniform standard molds. 


Most of these versatile machines feature the patented “‘in- 
| verted jolt” mechanism, which assures maximum effi- 

ciency and service life with minimum maintenance. All 
j SPO units are shipped complete with necessary valves, 


controls and lubrication fittings. Only an air line need be 


types of SPO machines. 


The SPO molding ma- 
chines illustrated on this 
page are only a few ex- 
amples of types and sizes 
available today. Write 
for new 8-page bulletin 
for additional details. 














attached for operation. To meet individual needs, a va- 


riety of accessory items also can be supplied for many 


— 








SPO INCORPORATED ...; 


Ibs., squeeze capacity 


GRAND DIVISION AVE. 


lhe changing found 'Y 


Model 2160-C has 1500- 


Ib. jolt capacity, 16,000- 


Ib. 


squ 


eeze, adjustable 


pattern draw (6 to 10”) 


and 





BZ" 


jolt capacity of 
16,000 Ibs. and 8” 


squeeze stroke. 


1700 


Model 2222 has 
2500-lb. jolt and 
28,000-lb. squeeze 
capacities . . . pat- 
tern draw is 12” 
and squeeze 
stroke 10”. 


e CLEVELAND 25, OHIO 























































FOUNDRY SHOW 








HARDY SAND CO. 





JAEGER ; METALS DISTINTEGRATING CO. 


iin YEAR 


5) 
OUR f 





et SF N ‘ 


CoO. INC. HARNISCHFEGER CORP. 


FOUNDRY 





August 1954 


PENN-RILLTON COMPANY 
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HARBISON-WALKER REFRACTORIES CO. 


JEFFREY MFG. CO. 
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WESTOVER ENGINEERS 








KWIK-MIX CO. 
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TRACTOMOTIVE CORP. 


ACME 





RESIN CORP. 
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SHALCO ENGINEERING CORP., SHALLWAY CORP. 


CLAUDE B. SCHNEIBLE CO. 
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FANNER MFG. CO. ILLINOIS CLAY PRODUCTS CO. 
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DAYTON PNEUMATIC TOOL CO. 
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SWAN-FINCH OIL CORP. HEWITT-ROBINS INC. 
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CO., HICKORY SPECIALTY CO. 


LATROBE STEEL: COMPANY 
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FABREEKA MOUNTINGS FABREEKA 
for MOLDING MACHINES 


FABREEKA MOUNTING 
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Designed by International Harvester Co., this shell 
molding machine now is used to produce four parts 


J-H in Commercial Production of 


SHELL MOLD CASTINGS 


HELL molding production of four 

truck engine part castings was 
started early this year at the In- 
dianapolis Truck Engine Works, In- 
ternational Harvester Co. The parts 
include two exhaust seal rings and 
two exhaust pipe flanges. The shell 
molding method, known at Interna- 
tional Harvester by its registered 
trade name of Contour, has com- 
pletely eliminated the machining 
once necessary on these parts due to 
the closer tolerances that can be at- 
tained compared with conventional 
molding. 

The company began study and re 
search on the shell mold process in 
1949 in its manufacturing research 
department, Chicago. (The first re- 
sults of this research were published 
in FOUNDRY in November and De- 


cember, 1952.) An important proj- 
ect currently under way is on a com- 
parison of castings made by the con- 
ventional green sand method vs shell 
molding process in regard to finish, 
strength, chilling tendency and ma- 
chinability. A decided advantage 
has been found in machining’ shell 
process castings in turning, milling 
and broaching operations, 

The shell molding machine used 
in the production of the four parts 
mentioned is a square type unit 
built by the plant engineering de- 
partment of the Indianapolis plant. 
The patterns, which are standard 
size 20 x 24 in., move through the 
unit by automatic conveyor. A roll- 
over sand hopper deposits the sand- 
resin mix upon the patterns. Curing 
is done in a hood-type radiant gas 





Samples of exhaust pipe flange and exhaust seal ring castings are shown 
here with the mold halves which form complete molds after their assembly 


‘§ , 
crac 





Before they have cooled off, halves of a mold are 
assembled on these air-operated squeeze presses 


oven by raising the pattern into po- 
sition under the hood. Stripping or 
ejection of shell is accomplished by 
an air push-off type machine. 

The molding machine can handle 
eight patterns at one time, produc- 
ing a mold every 45 seconds. The 
20 x 24 in. patterns allow the cast- 
ing of 11 exhaust seal rings in one 
mold. Also, three exhaust pipe 
flanges of the larger type or eight 
exhaust pipe flanges of the smaller 
type can be cast in a single mold. 

Other truck engine parts are be- 
ing readied for production on this 
machine. Since some of the parts 
will involve only short runs, it is 
expected that as many as 15 pat- 
terns will be needed to operate the 
machine at full capacity. A second 
machine will be used entirely for 
production of flywheel castings. Shell 
molding will eliminate the need for 
machining the engine side of this 
flywheel. 

Special receiving and storage fa- 
cilities are needed for the shell mold- 
ing sand. Since the sand must be 
kept dry, it is shipped to the plant 
in closed-top railroad cars with hop- 
per bottoms. Cars are backed into 
the unloading shed, and cand is then 
dumped onto an apron conveyor 
under the building, delivered to the 
elevator, and dropped from the ele- 
vator into a specially built concrete 
block silo of 506 tons capacity. 

Sand is removed from the silo by 
means of an elevator and deposited 
in special portable hoppers placed on 
a scale. An exact amount of sand is 
required to assure the correct ratio 
of sand to resin. Fork lift trucks 
transport the sand from storage to 
a muller where the sand and the 
resin are mixed, The muller, locat- 


(Concluded on page 128) 
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INTERNATIONAL TYPE JIR-JJ MACHINES 


BIG TO 
SMALL 
WE BUILD 

THEM ALL 


The International JJ and JJR Machines incorporate the Double Jolt feature and PRICED RIGHT 


the sturdiness so necessary to give a positive ram throughout the core or mold. 


















There its an INTERNATIONAL 


750 Ib. to 10,000 Ib. jolt capacity. for Every Job 
On JJR Machines, rollers can be designed for loading and unloading in any direc- Internationals are designed and 
tion, and are lowered by air cylinders before jolting. built by experienced Foundry 


Engineers, who have a practical 


: . ; knowledge of the problems of 
10,000 pound jolt capacity. The International Type JJR Machines illustrated the foundry business. 


The International Type JJR Machine illustrated at top has a table size 72”x100”", 


below it have a table size of 48”x72”, and a 5,000 pound jolt capacity. 


Table sizes can be made to suit individual requirements. 


NOTE: THE TYPE JJ MACHINE IS THE SAME AS THE TYPE 
JJR EXCEPT THAT IT DOES NOT HAVE ROLLERS. 





INTERNATIONAL MOLDING MACHINE COMPANY 


LA GRANGE PARK, ILLINOIS 


(Concluded from page 126) 
ed above the molding machines, can 
mix 3000 lb of sand in a 15-minute 
mixing cycle and empties the mix 
into a 5000-lb hopper. From the 
hopper the mix is fed into the ma- 
chines by screw conveyor. 

A polyvinyl resin is used for seal- 
ing together the two halves of each 
shell mold. After application of the 
adhesive and assembly of the 
halves, they are placed in an air-op- 
erated squeeze press which holds the 
halves together firmly while the 
resin sets. 

Conventional molding sand is used 
for backing of the molds in the 
flask preparatory to pouring. Six 
molds are placed in a vertical posi- 
tion in the flask and a jolt machine 
is used to ram the molds. As a part 
of this process a common _ runner 
has been developed for pouring of 
the iron. The mold is then placed 
on a conventional pouring conveyor 
where it goes through regular pour- 
ing and shakeout procedures fol- 
lowed by cooling and cleaning of the 
casting the same as for other pro- 
duction castings 

The company does not expect that 


ASTM MEETS 


To Discuss New 


By EDWIN BREMER 
Metallurgical Editor 
HE American Society tor Testing 
Materials held its 57th annual 
meeting June 13-18 at Hotels Sher- 
man and Morrison, Chicago. The 
meeting included 33 technical ses- 
sions, two lectures, a luncheon, the 
annual society dinner, and numerous 
committee meetings. 

At the luncheon 11 members of 
ASTM were presented awards of mer- 
it for distinguished service to the 
organization. They included Sam 
Tour, Sam Tour & Co. Ine., New 
York, and Ernest E. Thum, American 
Society for Metals, Cleveland. 

Newly elected officers of the so- 
ciety introduced were: President, N. 
L. Mochel, Westinghouse’ Electric 
Corp., Philadelphia; vice president, 
R. A. Schatzel, Rome Cable Corp., 
tome, N. Y.; directors, E. J. Albert, 
Thwing-Albert Instrument Co., Phil- 
adelphia, .J. M. Campbell, General 
Motors Corp., Detroit, P. V. Garin, 
Southern Pacific Co., San Francisco, 
J. H. Jenkins, Canadian Forest Prod- 
ucts Laboratory, Ottawa, and D. E 
Parsons, National Bureau of Stand- 
ards, Washington. 

Following the address of retiring 
president L. C. Beard Jr., Socony- 
Vacuum Oil Co. Inc., New York, 
honorary memberships were presented 
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Sand must be kept dry. It is un- 
loaded in shed and stored in con- 
crete silo with 500-ton capacity, 


elimination of machining will gen- 
erally be obtained with shell mold- 
ing, such as was the case with th: 
seal rings and pipe flanges. Its re- 
search has shown that percentages 
of reduction in machining require 
ments for automotive type castings 
will vary according to specifications 


for tolerances and surface finish. 


IN CHICAGO 


Specifications 


to K. G. Mackenzie, Texaco Develop- 
ment Corp., Westport, Conn., and L. 
H. Winkler, Bethlehem Steel Co., 
Bethlehem, Pa. 

In the annual report presented bs 
Robert J. Painter, executive secre- 
tary, the numerous and widespread 
activities of the society were dis- 
cussed briefly. Membership is grow- 
ing steadily and at present the society 
has developed over 2000 specifica- 
tions, test methods, definitions, etc. 

Annual Gillett memorial lecture on 
“Fatigue of Aluminum” by R. L. 
Templin, Aluminum Co. of America, 
New Kensington, Pa., was presented 
by F. M. Howell, one of his col- 
leagues, due to illness of the author. 
The Marburg lecture was given by 
H. F. Dodge, Bell Telephone Labora- 
tories, New York, and dealt with 
“Interpretation of Scientific and En- 
gineering Data” or application of 
statistical quality control. 

Following the lecture the Charles 
B. Dudley medal was awarded to C. 
E. Work, and T. J. Dolan, University 
of Illinois, Urbana, Il.; the Richard 
L. Templin award was presented to 
E. T. Wessel and R. D. Olleman, 
Westinghouse Electric Corp., East 
Pittsburgh, Pa., and the Sam Tour 
award was given to J. T. Richards, 
Penn Precision Co. Inc., Reading, Pa. 

In one session entitled “What 





Standards Mean to Us,” Robert J. 
Painter pointed out that the words 
“standards,” ‘specifications’ and 
“testing methods” are used somewhat 
interchangeably, and that a specifica- 
tion without methods of evaluating 
properties of the material or product 
covered are valueless. Development of 
suitable working specifications re- 
quires adjustment of viewpoints of 
the producer and consumer of ma- 
terial or product. 

Specifications from the viewpoint 
of the consumer were discussed by 
A.W.F. Green, Allison Division, Gen- 
eral Motors Corp., Indianapolis, while 
that of the producer was described 
by A. O. Schaefer, Midvale Co., Nice- 
town, Pa. Capt. C. R. Watts, Office 
of Assistant Secretary of Defense, 
Washington, discussed ‘Materials’ 
Standards and the Department of De- 
fense.” 

Committee A-3 on Cast Iron rec- 
ommended for adoption as standards 
without change that on “Tentative 
Methods of Impact Testing of Cast 
Iron” (A 327-50T), publication as 
tentative “Specifications for Cast Lron 
Pressure Pipe,” and withdrawal of 
“Standard Specifications for Cast 
Iron Pit-Cast Pipe for Water or Oth- 
er Liquids” (A 44-41) which the for- 
mer tentative replaces. 

Committee B-7 on Light Metals and 
Alloys, Cast and Wrought recom- 
mended extensive revisions in “Spe- 
cifications for Aluminum-Base Alloy 
Sand Castings” (B 26-52T), and 
“Specifications for Aluminum-Base 
Alloy Permanent Mold Castings” 
(B 108-52T). These include addition 
of minimum yield strength in Table 
II, and elimination of Table IV _ in 
both. 

Committee B-6 on Die-Cast Metals 
and Alloys recommended revision of 
“Tentative Specifications for Alumi- 
num-Base Alloy Die Castings” (B 
85-52T) to include 11 instead of 10 
alloys. New alloy SC 114A contains 
3.0 to 4.5 per cent Cu, 1.3 per cent 
max Fe, 10.5 to 12.0 per cent Si, 
0.56 per cent max Mn, 0.1 per cent 
max Mg, 1.0 per cent max Zn, 0.5 
per cent max Ni, 0.3 per cent max 
Sn, 0.5 per cent max total other 
constituents except Al, and remainde: 
Al. 

Committee B-5 on Copper and Cop- 
per Alloys, Cast and Wrought recom- 
mended publications of a new tenta- 
tive “Tentative Specifications for 
Nickel-Tin Bronze Castings” (see 
page 149), adoption as standard “Ten- 
tative Recommended Practice for 
Tension Tests Specimens for Copper- 
Base Alloys for Sand Castings” 
(B 208-49T), and a slight revision 
in “Standard Specification for Cop- 
per-Base Alloys in Ingot Form for 
Sand Castings” (B 30-49). 
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Ohio Ferro-Alloys Assures 
Stainless Steel Producers 
Additional Supply of 
LOW CARBON FERROCHROME 
in Growth Years Ahead 


Since it was introduced in the 20’s, production of stainless steel has more than doubled. every 
decade. Industry leaders confidently predict this growth will continue despite temporary inter- 
ruptions. There have been times in recent years when shortages of Low Carbon Ferrochrome 
severely hampered stainless production. To assure producers an adequate supply in the growth 
years ahead, Ohio Ferro-Alloys Corporation has added Low Carbon Ferrochrome to its line of 
quality ferro-alloys. Production schedules permit 
immediate shipment of these grades: 


Max. 0.04% carbon Max. 0.15% carbon 

Max. 0.06% carbon Max. 0.20% carbon 

Max. 0.10% carbon Max. 0.50% carbon 
7 —— Other Ohio Ferro Products —-—— 
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Ri 05100 Moys Corporalin 


@ SPECIAL BLOCKING 50% ° FERRO-MANGANESE  ciiicon 
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PINPOIN?Y your thinking about metallic abrasives 


1. Look for a tough, long-wearing abrasive. 
2. Keep a close eye on its uniformity. 


~* 


3. Insist on quality. 


You'll find our 20th Century * Normalized, the persuasiv 
abrasive, will meet all these requirements and give you 
eater production efficiency and economy. 


Write for our new catalog No. 1153. 


THE CLEVELAND 


800 East 67th Street * Cleveland 8, Ohio 
Howell Works: Howell, Michigan 


One of the world’s largest producers of quality shot, grit 
and powder — Hard Iron — Malleable (* Normalized) 
Cut Wire — Cast Steel (Realsteel) 


* Copyrighted trade name 


















MALLEABLE IRON 
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(‘Shipments of castings—net tons?) (Shipments of castings—1000 pounds 
Shipments Unfilled Shipments 
af Sila — ior 7 Orders? Perm. _ ‘Unfilled 
= aaa 926,120 573,472 Total Sand Mold Die Orders? 
ae vo 1955 518.979 F “40 . 9 "Q 799 
wy ‘ Apr 95,923 57,757 174,514 1953 APs: SOS GES 260,589 308,008 
a 2 sass ap er “7: pot 50.387 “— 61,461 20,158 18,628 22,305 140,34 
} 4 pent «,Uo oa ais rtged 4 me 231 578 76,580 69,503 84.354 
; te ‘eas regres bgt ph } May 57,340 19,639 16,528 20,858 
: 3 Aug yer afone June 56,492 19,349 15,528 21,335 
‘ AUS. 49,419 120,801 July 51,196 16,614 15,692 18.549 
is ~ Sept. 45,466 114,523 Aug 50,428 15,940 16,252 17.837 
“ 4 Oct. 45,515 104,046 Sept 53.306 17189 17.875 
4 Nov Ta O02 7Ke > 0 ‘ ‘ t,at0 
4 " Dec 31,500 93,156 Oct 95,097 17,030 20,547 
4 Total 967,065 599 'ga8 95,612 Nov 51 014 15,396 19,012 PRODUCTION WORKERS 
ys sis 907,00: o4t, 515 Dec 51,571 16,907 18,963 
$3 1954 Total 658,022 200,025 239,330 : 
, , Jan 70.288 22 ORE 5 re 1954 Estimated Number 
Ya Feb 69 078 Sateen ay po Jan 51,446 16,615 19,709 103,318 (Thousands) 
es. 39,07 37,7 1,579 Feb 91,213 17,281 18,754 96,011 
: A Mar 84,342 47,125 74,219 Mar 56,184 19,576 21.645 93,407 Sam — oa 
ae Apr 74,515 39,102 69,094 Apr 53 006 ‘ana auaen Gf ans 1954 1954 1953 
Sa + mo 298,223 162,285 t mo. 211.849 71.563 aa ghee ad Ferrous 194.300 195,000 229 800 
4 10. 2 71,563 80,474 — 
: 4 Nonferrous 61,000 63,300 79,100 
¢ COPPER-BASE ALLOY 
° MAGNESIUM Average Weekly Earnings 
: . Gri ron $72.37 $7 2 $77.10 
Shipments of coatenes 1000 pounds?) (‘Shipments of castings—1000 pounds M x Me Iron "aa oa "79 68 
— Shipments : ——Shipments Unfilled Steel 76.43 50.9 
” Perm. Unfilled Total For Sale Orders: Nonferrous 79.00 RO. 5¢ 
Total Sand Mold Orders? 1952 1.857 PRS 
a8 1,009,910 910.862 63.865 1953 Average Weekly Hours 
Apr 94,063 85,171 5,463 70,91 oa 13°121 1D noes Gray Iron if: ong " 
4 mo 398,439 322,453 21,731 May 2 705 9 13. 646 Malleable Iror 37 ’ 39.1 
May 84,550 76,239 4,856 65,346 June 3063 5 , > Steel Bigs She ay 
June 83,947 75,625 4,705 62,843 July 9997 5 pighien Nonferrous sila —— ee 
July 69,957 63,365 3,927 60,381 Aug 9 490 5 12 09 
Aug 77,652 69,852 4,890 61,646 Sept 9 455 5 12598 Labor Turnover Rate (Apr.) 
Sept 79,595 71,184 ),273 57,209 Oct 3,024 2 11 47 (Per 100 employees) 
Oct 83,899 74,460 5,775 51,723 Nov 2 68 ) 0.61 _ 
Nov 74,782 66,370 5,077 48,842 Dec 9 po 9 13 a nae 
ec 77,675 8,82 5 O82 8,42 Tot - + Accés- Sepa- 
Total 990 196 Pega 61'316 see ees a4, 514 I sion ration Quit Layoff 
1954 1954 Gray Iron 2.2 4.0 1.0 2.9 
Jan 71,437 63,034 4,618 $2,351 Jar <,401 2,149 8S, S00 Malleable_ Iror 2.0 3.7 1.0 2 
Feb 68,849 60,913 4,743 21,943 Feb 2,194 1,945 8,315 Steel 1.4 1.9 0.¢ 3.9 
Mar 76,480 67,952 5,123 38,417 Mat 2,407 2,109 7,698 Nonferrous 1.9 S.o 0.9 7.1 
Apr =. 72,900 65,418 ‘7 34,11 \pI 2.068 1,857 7,358 
4 mo 289,666 257.317 19,2 { m 120 & 060 Source Bureau f Labor Statistics 
GRAY IRON CASTINGS—SHIPMENTS 
(Net tons!) 
Heavy Steel Chilled Railroad Pressure Pipe Soil Pipe 
All Castings - Miscellaneous Castings Ingot Molds Car Wheels & Fittings & Fittings Unfilled 
Total For Sale Total For Sale Total For Sale Total Total Totalt Orders? 
1952 12,862,494 7,373,757 8,095,299 3,794,164 300 1.070.252 144,896 1,312,518 651,472 
1953 
Apr 1,277,288 683,047 799,872 329,802 3 873 14.877 120,105 65,561 1,305,849 
4 mo 4,839,372 2,587,319 3,052,325 1,310,889 7,861 179,096 422,072 218,018 
May 1,185,545 641,581 312,836 202 41.37 113,136 58.508 711 
4 June 1,196,106 648,400 312,681 596 15.542 114.118 60,113 904 
“y July 1,056,422 573,280 274,890 187 36,715 97,739 57,410 32,651 
ae Aug 1,069,392 588,543 286,449 930 10,327 107,805 56,428 ,612 
ah Sept 1,105,582 611,905 289,909 055 I7. 055 108,270 8,977 ,191 
¢ Oct 1,141,526 650,229 300,249 245,966 $1,917 118,306 65,580 538 
Nov 1,004,326 563,930 266,039 227,800 31,37: 101,576 53,920 7,012 
Dec 1,032,444 952 274,203 228,532 50,051 94,05 45,598 885 
Tota 13,630,715 7,417,752 3 3,537,645 2,813,129 1,374,465 473,449 1,277,075 674,512 
1954 
Jan 488,497 607.75: 261,164 154.359 1,31¢ 90,898 47,970 871,918 
Feb. c 491,983 607,085 252,591 156.933 9. 240 92,546 50,560 865,344 
Mar i; 553,358 384, 3 282,328 153,366 34,240 113,016 61,895 $42,499 
\pr 528,027 263,147 126,08: 29,075 116,420 66,348 826,491 
4 rm $910,493 2 062.065 2 556.238 1,059,230 90.741 123.871 412.880 296.763 
STEEL CASTINGS—SHIPMENTS 
(Net tons?) 
—_———— All Castings ———————_ ——_——_-_——-- Carbon steel ——— ~~ —_———— A.loy Steel ——————— 
Railway Railway Railway Unfilled 
Total For Sale Specialties Total For Sale Specialties Total For Sale Specialties Orders? 
1952 1,925,707 1,476,746 342,561 1,496,450 1,053,264 298,948 553,403 130,493 40,613 
1953 
Apr 179,615 140,051 34,035 128,457 31,212 51,158 40,938 2,823 573,565 
4 mo 704,682 546,335 128,705 498,559 17,600 206,133 164,840 11,105 
May 165,649 126,380 29,552 117,318 26,88 418,331 38,036 2,664 328,931 
June 164,665 125,984 30,381 116.358 27,767 18,307 38,130 2,614 475,756 
July 139,577 105,687 925 95,891 20,938 13,686 1,987 467,900 
Aug 141,340 107,941 5,026 97,076 22,637 $4,264 2,389 
Sept 135,303 102,880 24,108 95,944 21,724 39,359 2,384 
Oct 140,702 106,788 354 100,568 2 19 $0,134 1,905 
Nov 114,088 84,945 79,989 57,947 1¢ 34,099 ,16 1,551 
De 123,281 91,017 S6 464 62,377 19S 36,674 29,952 1,687 
Tota 1,829,287 1,397,957 1,288,168 975,247 t,.2354 40,977 $28,986 28, 28€ 
54 
Jar 9 20.197 83,927 62,749 8,407 38,831 30,828 1,790 251,847 
Feb 88 17,938 81,43 60,638 ) 35, O87 28,061 1,967 234,634 
Ma 92 15,684 32,955 14,19 7,099 29,316 1,494 214,367 
My 78,754 11,031 1 92.389 g 33,670 26,365 1,493 197,857 
‘ 53.301 64.85 29 68 938,7 0 144,687 114,57( 6,744 
S *€ Burea f Cens F sale \ pe ship f 
(Concluded on page 132) 
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1952 1953 








INGOT BRASS & BRONZE 


Jan 
Feb 
Mar 
Apr 
May 
June 
July 
Aug 
Sept 
Oct 
Nov 


Dex 


Total for 


May 


10759 
1953 
Mat 
\pr 
May 
June 
July 
Aug 
Sept 
Oct 
Nov 


Dec, 


mo 


Total 


1954 
Jan 
Feb 
Mar 

3 


*Source 


132 


mo 


> LU 


(Ss 


hipments in net tons) 


1953 
24,423 
25,429 
28,256 
25,044 
21,660 
20,818 
19,321 
20,156 
21,463 
22,280 


MR 


21,860 


20,541 
year 271,251 
(St 
Total Foundry 
61,306,723 2,864,722 


31,544,459 


6,288,049 


210,021 
1,180,422 
201,646 


3, 008,487 





6,425,855 213,469 
6,381,056 202,116 
6,121,399 209,444 
6,409,245 218,880 
5,995,511 291,047 
5,712,937 172,283 
74,878,511 2,599,307 
5,531,137 184,629 
1,764,613 156,178 
4,907,147 213,249 
1 155,249 
‘5 154,768 
24,224,438 864,073 

rotal 


», O64 
4,690 
69,005, 
4,574,384 
4,385,340 
4,637,573 
13,597,297 
S. Dept. of Interior Bur 


61,625,549 
6,536 
18,096 
6,227,089 


6,294,920 


5,951 
»,039 
», 637, 
», 395 
»,628,i 














yund 


period 
average) 
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INDEX OF FOUNDRY 
EQUIPMENT ORDERS 


Foundry Trades Only 


(Net Orders Closed, New Equipment) 
1953 1954 
Jan, 99.6 173.8 
ee Feb. 97.5 99.9 
Mar, 132.2 82.7 
Se et eee Apr. 111.8 125.3 
———aesssn ees May 182.7 80.8 
June 156.5 
July 159.2 
Aug. 236.3 
Sept. 12456 
Oct, 87.2 
Nov 150.0 
Dec 161.2 
Note: Figures are percentages of the base 


1947-49 taken as 100 per cent (monthly 
This is a new base period. Source: 
ry Equipment Manufacturers Association. 


COKE PRODUCTION & 
CONSUMPTION 


J (Net tons) 
= Consumption 

Production Total By Foundries 
1952 68,254,109 67,865,639 3,102,446 

ZINC-BASE ALLOY 1953 
Apr 6,543,601 6,541,307 271,955 
(Shipments of castings—1000 pounds!) 4 mo 26,289,658 26,573,392 1,033,962 
Shipmente Unfilled May 6,824,810 6,752,823 272,673 
Totals For Sale Orders? June 6.625, 223 6,692,864 254,830 
108,353 282,673 July 6,748,229 6,654,080 217,504 
\ug 6,719,941 6,587,005 236,738 
51,301 34,519 92,435 Sept 6,404,143 6,330,441 236,119 
195,683 132,325 Oct 6,554,638 6,555,613 236,329 
44,174 29,106 85,642 Nov 6.208.155 6,039,813 216,837 
£5,506 31,010 88,533 Dec 6,093,009 6,041,383 210,388 
38,965 24,829 83,508 Total . 78,467,806 78,227,414 2,915,420 

521,253 349,022 

1954 
10,396 27,257 61,754 Jan 5,812,426 5,639,117 224,298 
37,660 24,112 55,351 Feb. 1,889,717 4,920,651 211,114 
12,991 28,828 52,544 Mar 5,146,189 5,177,765 228,139 
38,968 25,211 51,388 Apr 4,693,562 4,570,816 212,088 
160,015 105,408 seer 4 mo 20,541,894 20,308,349 875,639 


1954 1959 
20,661 1953 
19,920 \pr 
23,653 / mo 
24,746 May 
22,269 June 
July 
Total 
1954 
Jar 
Feb 
Mar 
\pr 
f mo 


PIG IRON PRODUCTION AND CONSUMPTION 


—_—___——— Production** 
net tons) 


indard grades 


Malleable 


3,013,267 


347,666 


1,612,997 
313,404 
344,377 
310,717 
310,441 
290,882 
277,181 
276,432 
736,431 

691 





IRON AND STEEL 


All Scrap - 


Purchased 
30,520,946 
3,211,476 


yo a9 
090,923 


3,026,533 
3,105,598 
> 835.87 
2,835,875 
2,597,365 
92 pe 
2,614,153 


) 202 772 
~ 008,643 


»f Mines 


"eau 





48,253,390 








Low Phos. 
Intermediate Low 
Phos. & Bessemer 


7,175,344 


Total 


61,550,961 


Basic 





Consumption* 


(By type of furnace—gross tons) 
Cupola Air Electric 
5,438,294 149,646 118,820 


13,877 


24,366 


6,343 

















5,236,990 713,810 », 844,427 436 
25,490,968 3,530,080 28,275,926 2,223,040 128,022 64,797 
5,075,028 697,971 5,581,403 436,927 24,332 12,145 
5,145,135 722,874 5,579,692 367,081 19,880 15,472 
», 167,059 701,164 5,672,037 385,003 20,829 14,206 
4,926,986 674,528 5,378,517 393,292 16,039 
5,175,064 724,479 5,733,466 395,066 13,206 
4,859,252 658,03 5,324,537 343,233 15,842 
$1,625,524 638,698 5,091,786 374,838 12,561 
1,465,016 8,347,817 66,637,364 4,918,480 272,311 164,267 
4,510,870 540,947 4,933,282 362,576 17,620 14,578 
3,911,670 124.058 1,293,942 351,824 17,2% 9,892 
3,977,137 473,405 1,367,814 390,929 21,369 13,112 
3,630,901 106,477 . os 
3,741,671 $44,334 
1, 772,249 2.287.891 
SCRAP CONSUMPTION 
(Gross tons*) 
— By Types of Furnace 
—. Cupola ————— Air Electric 
Total Purchased Total Purchased Total Purchased 
9,154,146 1,752,497 1,053,233 395,591 8,015,064 5,190,833 
901,786 164,110 103,034 38,583 857,760 563,489 
2,530,415 1,300,387 290,835 109,512 2,398,231 1,559,938 
921,589 474,185 106,449 41,004 820,647 531,509 
861,404 150,477 92,703 35,566 798,098 523,606 
876,320 454,905 99,799 38,934 743,530 168,129 
729,114 369,283 74,815 26,755 691,521 143,263 
753,272 390,741 77,047 28,167 678,968 $28,332 
782,131 £05,274 80,866 29,032 595,523 363,706 
779,444 7 75,618 566,878 
687,498 : 60,200 177,666 
755,276 68,002 142,818 
9,676,463 1,026,33 8,263,880 
71,202 505,536 
67,263 462,095 
82,337 517,702 
“199,399 220,802 1,485,333 
urce Americ n Iron & Steel Institute. ‘Source: Bureau of the Census. ?For sale only. 
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and the standard 


MULBARO 


FOR NON-COATED RESIN-SAND MIXES 
AND FOR MOLDING AND CORE SANDS 


Of course, the standard Mulbaro with its rubber-tired, spring- 
loaded muiling wheels and scientifically designed contoured 
mulling bowl is still the best choice for the foundry that requires 
small portable mulling equipment. Molding sands, core sands, 
and conventional resin-sand mixes are mulled with perfect 
uniformity in short time cycles. 


One Mulbaro mulling mechanism can be used with several 
barrows permitting the foundry to obtain the capacity of 
several mixers at little more than the investment required for 
one. The mulled sand may be delivered directly to molder or 
coremaker in the barrow in which it is mulled. 


As labor costs continue to rise and 
quality becomes more and more 
important, automatic or semi- 
automatic control of foundry pro- 
cesses has become essential. 





Mulltrol exactly controls the length 
of the mulling cycle, assuring 
absolute batch uniformity and 
eliminating time-consuming, 


power-consuming overmulling. 








FOR BOTH THE MULBARO AND SHELL MULBARO 
MULLTROL MEANS CONTROL 





































FOR LOW COST PREPARATION 
OF COATED SHELL MOLDING 
AND SHELL BLOWING SAND 


the new 
SHELL MULBARO 


Improved quality and lower costs have initiated the trend to 
coated shell molding sands. Thorough uniform mulling and 
careful batch control are essential in the preparation of 
coated sands for shell molding and shell blowing processes. 
Yet, it's important to keep costs in line if the foundry is to 
succeed in this highly competitive market. 


The shell Mulbaro is designed to meet these needs. It thor- 
oughly mulls and fully prepares coated resin-sand mixes for 
the ''C"’ or ''D" processes using either the wet or dry mixing 
process. Yet, it's low installation cost and especially low oper- 
ating costs help the foundry to improve its competitive posi- 
tion. The shell Mulbaro has all the extreme flexibility of the 
Mulbaro and a single Mulbaro mulling mechanism may be 
used with several portable mulling bowls. 


Write now for full information to Beardsley & Piper, Div. 
Pettibone Mulliken Corp., 2424 N. Cicero Ave., Chicago 


TO 


BEARDSLEY: PIpEp Gy 


FOR BETTER METHOD 


S 











sHeLL BLOMATIC 


combining the speed 
and efficiency of 
blowing with the 


precision of the shell 


molding process 


The new B&P shell Blomatic units now make possible 
the production of precision shell molds on a core blower 
type unit, with all of the speed and efficiency of the 
blower type of operation. In a shell Blomatic unit a 
B&P Champion blower replaces the sand box equip- 
ment used with B&P shell Formatic units. Instead of a 
rainfall of shell molding sand onto the pattern, sand is 
blown into a box. A few of the advantages of the 
shell Blomatic type of operation are: 

1. Higher production. 

2. Controlled contour of back of shell to permit use 
of clamp type pouring fixtures, eliminating 
backup material. 

3. Thinner shells. 

4. Simpler production cycle. 

The shell Blomatic units feature the same unit package 
design of the shell Formatic units. A foundry may start 
with the simple components shown above—blower, 
curing furnace, and stripping unit—and later incor- 





porate them in a complete rotary automatic unit. The 
cost of the simplest type of installation is only a small 
amount more than that required for very crude dump 
box installations. Yet, production cycles of two shells 
per minute are possible and the simple components 
offer all of the quality features so essential to suc- 
cessful shell molding. Write for full information. 
Beardsley & Piper, Div. Pettibone Mulliken Corp., 
2424 N. Cicero Avenue, Chicago 39, Illinois. 


LOOK TO 


BEARDSLEY PIPER Gy 


FO, , 
OR BETTER METHODs 
























JOHN BELL 
President 


DR. A. B. EVEREST 
Senior Vice President 





H. J. V. WILLIAMS 
Junior Vice President 


INSTITUTE of BRITISH FOUNDRYMEN 


Holds Annual Meeting in Glasgow 


larity of John Bell, president of 
\“ the Institute of British Foundry- 
men for 1954-55 and the fact that 
Glasgow is the heart of industrial 
Scotland made the 51st annual con- 
vention of the institute one of the 
most notable of such gatherings 
since the war. 
West of the city, the River Clyde 
flows to the sea. Not far out of 


S COTTISH sociability, the popu- 


RECIPIENTS OF 


FRANK ROWE, recipient of the 
E. J. Fox Medal, had three years 
apprenticeship in 
the patternshops 
and foundry, Met- 
ropolitan-Vickers 
Electrical Co., be- 
fore studying 
metallurgy at 
Manchester Uni- 
versity. He spent 
20 years with 
David Brown 
Corp. as chter 
metallurgist, general manager and a 
director. Since 1943 he has been 
managing director, K. & L. Steel- 
founders & Engineers Ltd. Chair- 
man of British Steel Founders’ As- 
sociation in 1951-52, Mr. Rowe is also 
a member of Council of the British 
Steel Castings Research Association. 





D. H. POTTS, winner of the British 
Foundry Medal and Prize, was edu- 
cated at Queen’s College, Taunton, 
and subsequently served an engineer- 


IBF AWARDS 


By VINCENT DELPORT 
European Manager 


the eastern gates of the city of Glas- 
gow, one can delve into some of the 
most beautiful and picturesque re- 
gions of the British Isles. 

In this setting, the conference be- 
gan with the business meeting of the 
institute on June 23, E. Longden, 
outgoing president was in the chair 


A note of sadness marked the open- 
ing when the chairman referred to 
the sudden death of Tom Makemson, 
who for 28 years had served the in- 
stitute as its secretary and con- 
tributed greatly to its growth and 
worldwide influence by his integrity, 
his sense of duty, his friendliness and 
his helpfulness, particularly to young 
members. 

The chairman then conveyed his 





ing apprenticeship at Westinghouse 
Brake & Signal Co. Following mili- 
tary service he returned to the com- 
pany in 1946 as assistant to the 
foundry manager, continuing studies 
at Bath Technical College. In 1950 
he was made foundry engineer and 
later divisional foundry superintend- 
ent. 


E. M. CURRIE, who was awarded 
the Oliver Stubbs Medal, began his 
foundry career as 


apprentice mold- : 
er, Alfred Her- 
bert Ltd., Coven- . 


try. Presently he “— ay 
is general man- % q 
ager-director, In- 
ternational Mee- 
hanite Metal Co. 
He was elected ’ 

to membership in ale 
the IBF in 1918, 

and is a past president of its Lon- 
don Branch. He is a Fellow of the 
Institution of Metallurgists, a mem- 







ber of the Iron and Steel Institute, 
and also a member of the British 
Standards Technical Committee for 
Cast Irons. 


WILLIAM G. MOCHRIE, who re- 
ceived the Meritorious Services Med- 
al, is London 
Manager, Tyseley 
Metal Works Ltd. 
He was educated 
at Battersea 
Polytechnic and 
the Sir John Cass 
Technical Insti- 
tute. In 1935 he 
joined the smelt- 
ing works of H. 
B. Barnard & 
Sons, London, and in 1938 was ap- 
pointed metallurgist at Tyseley Met- 
al Works, Birmingham, later becom- 
ing an inspector there. Mr. Mochrie 
joined the IBF in 1944 and since 1949 
has been honorary secretary of its 
London Branch and has served on the 
General Council of the institute. 
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In the forward march of 
ri | ‘SHELL MOLDING 


DUREZ RESINS set the pace ! 


Production efficiencies available to foundries and their customers through 
shell molding have depended from the beginning on the phenolic resins used 


to bond the sand. 


Special resins had to be dev eloped. As the largest producer specializing in 
phenolics exclusively, Durez has been in the forefront of foundry resin develop- 
ment from the beginning. Today Durez resins are widely recognized for their 


PROTECTIVE COATING RESINS 


¥% Specialists for 33 years in 
developing phenolic resins and plastics 
to meet the needs of industry. 


DUREZ PLASTICS & CHEMICALS, INC. 
1008 Walck Road, North Tonawanda, N. Y. 





uniform quality, fast cure, and rigid set. 
All these are key properties in obtain- 
ing castings with desired structural 
strength, dimensional accuracy, and 
finish. 


You may have decided to look in- 
to shell molding — to see how it can 
profit you. Or as a shell molder you 
may have questions that can be an- 
swered from our experience. In either 
case, Durez resin technicians are at 


_your service. Just write. 


What one foundry’s customer 
says: “We have fewer rejects with 
these shell molded parts. The product 
has excellent uniformity—1it meets our 
high standards of density and freedom 
from air bubbles or spaces that would 
interfere with electrical conductivity.” 


Phenolic Resins for the New Competitive Era 


greeiings to members and visitors 
from foreign countries, who included 
representatives from Belgium, Cey- 
lon, India, Norway and Sweden. H. W. 
Dietert, Harry W. Dietert Co., De- 
troit, traveled from the United States 
to present, in person, the exchange 
paper contributed by the American 
Foundrymen’s Society. 

The presentation of the annual re- 
port disclosed that membership of 
the institute had attained, as of 
Apr. 20, 1954, the record number of 
5295, including 251 from the South 
African branch and 183 from the 
Australian (Victoria) branch. The 
London branch, with four sections, 
also had outrun its previous record 
with 894 members. 


Form New Subcommittees 


The report of the Technical Coun- 
cil was presented by its chairman, 
A. E. Peace, Ley’s Malleable Found- 
ries, Derby. During the 12 months 
ended Apr. 30, 1954, three new sub- 
committees were formed, bringing 
the number of active ones during the 
year to 16. These sub-committees 
covered the following subjects: 

Ingates, chairman, F. J. MecCul- 
lock; internal stress, chairman, M. M. 
Hallet; flow of metals, chairman, E. 
M. Currie; cast iron tests and speci- 
fications, chairman, J. E. O. Little; 
copper-base alloy castings, chairman, 
F. C. Evans; mold drying, chairman, 
W. J. Colton; atlas of typical non- 
ferrous microstructures, chairman, 
A. Logan; atlas of typical steel 
microstructures, chairman, C. H. 
Kain; atlas of typical cast iron 
microstructures, chairman, Dr. Bryn- 
mor Jones; cupola development, chair- 
man, E. S. Renshaw; receivers, chair- 
man, S. J. Sargood; nonferrous qual- 
ity test, chairman, A. Logan; mold 
materials, chairman, J. Hird; found- 
ry coke, chairman, D. Fleming; non- 
ferrous surface finish, chairman, R. 
W. Ruddle; and feeding of castings, 
chairman, H. G. Hall. 

The President then proceeded to 
the presentation of awards. E. M. 
Currie, International Meehanite Metal 
Co., London, past president of the 
London Branch, was awarded the 
Oliver Stubbs Medal “In recognition 
of his long and enthusiastic service 
to his fellow members in the practice 
and theory of foundry work and in 
particular of his energetic chairman- 
shin of Technical Subcommittee 
LS, oo. 

Francis W. Rowe, managing di- 
rector, K & L Engineers Ltd., Letch- 
worth, received the E. J. Fox Medal 
“In recognition of his important con- 
tributions to foundrv_ technology. 
narticularly the technology of non- 
ferrous castings and of steel cast- 
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ings.” 

Wm. G. Mochrie, Tyseley Metals 
Co., London, was awarded the Meri- 
torious Service Medal ‘In recogni- 
tion of his distinguished services as 
honorary secretary of the London 
branch, and of his valuable work 
for the Institute in many other direc- 
tions.” 

The British Foundry Medal was 
presented by Barrington Hooper to 
Donald Hodgson Potts, Westing- 
house Brake & Signal Co., Chippen- 
ham, for his paper on ‘Pressure 
Cast Aluminum Pattern Equipment.’ 

Diplomas were awarded to the fol- 
lowing authors of papers read before 
branches during the past session or 
presented at the last annual con- 
ference:—E, Morgan for his joint 
authorship of the paper ‘Investiga- 
tion on Dust Problems in Foundries,”’ 
presented to the East Midlands 
Branch; D. Fleming for his paper 
“Inter-Relation of Combustion & 
Metallurgical Reactions in the Cu- 
pola,” presented at the Blackpool Con- 
A. Emerson for his paper 
“Shell Moulding of Cylinder Cast- 
ings,’ presented to the London 
Branch; J. Langham for his paper 
“Propeller Manufacture,’ presented 
to the London Branch; C. M. G. Wall- 
work for his paper “An Approach to 
Foundry Mechanical Handling,” pre- 
sented to the Birmingham Branch; 
J. Burrell for his paper “Quantity 
Production of Engineering Castings,”’ 
presented to the Lincolnshire Branch; 
and to J. Steele for his paper “Ther- 
mit Castings,’’ presented to the South 
African Branch. 


ference; 


Officers Are Elected 


Members then proceeded to the 
election of officers of the institute 
for 1954-55. John Bell, who had been 
honorary secretary of the Scottish 
Branch for 31 years, was elected 
president by acclamation. Dr. A. B. 
Everest, Research and Development 
Department, Mond Nickel Co., Lon- 
don, was unanimously elected senior 
vice president and will preside over 
the institute at the International 
Congress in London, in June, 1955. 
H. J. V. Williams, director of John 
Williams & Sons (Cardiff) Ltd., was 
unanimously elected junior vice presi- 
dent. President Longden then an- 
nounced that George Lambert, for- 
merly assistant secretary of the in- 
stitute, had been appointed general 
secretary. 

Five members were elected to two- 
year terms on the council. They are: 
E. M. Currie, London Branch; H. G. 


Hall, Birmingham Branch; M. M. 
Hallett, Sheffield Branch; R. L. 
Handley, Lancashire Branch; and 


A. E. Peace, East Midlands Branch. 
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DUREZ 


SHELL MOLDING 


RESINS 





Great interest centered on this shell mold when it was the Jargest on display 
at the 1954 Foundry Show in Cleveland. Standing well over 6 feet high, it ts 
one of the molds used by the Arrow Pattern and Engineering Co., Erie, Pa., in 


casting a refrigeration part. 


What this shows you is that Durez foundry resins extend the economies of 
shell molding into the field of really large castings. For standard commercial 
work our Durez foundry resin will help you produce smooth-surfaced, dimen 
sionally accurate castings requiring very little or no clean-up. For tough, hard, 
warp-free shells which produce exceptionally fine castings, we supply a special 
Durez resin, outstanding in fast cure and rigid set. 


MOLDING COMPOUNDS 


INDUSTRIAL RESINS 






PROTECTIVE COATING RESINS 





oe. Made by America’s largest 
producer of phenolic plastics exclusively. 


Durez offers you more than a 
“team” of resins to suit individual job 
needs. Our experience in helping to 
solve shell molding problems covers a 
wide range—and it’s at your service 
any tme. Just write. 


ncricAt POINTERS 
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SHELL MOLD RESINS THAT FIT THE JOB 





The induction of John Bell as 
president was performed by the re- 
tiring president, E. Longden, to whom 
a vote of thanks for his services 
during the past year, which was not- 
able for the jubilee celebration of 
the institute, was proposed by Presi- 
den Bell and seconded by Dr. C. J 
Dadswell, past president. 

In his presidential address, Presi- 
dent John Bell referred to the jubilee 
of the institute and said that “the 
work we do now will in large meas- 
ure determine what our institute 
will be like when another fifty years 
have gone.” He said that between 
1904 and 1954 many changes in 
foundry technique took place and 
that in a large degree these changes 
came about not because the found- 
ry wanted them but because pres- 
sure came from outside the indus- 
try to do something in a wider in- 
terest. This pressure’ stimulated 
the endeavors of research workers 
who, each year, gave out their results. 

“But,” said Mr. Bell, “it is one 
thing to produce special metals in 
a laboratory and under laboratory 
control; it is a different thing to 
produce them on a foundry floor, 
where control is not so complete 
or so precise and where the eco- 
nomic background has a value quite 
unknown to our_ research-minded 
friends.” 

Here the speaker paid a_ special 
tribute to the institute’s technical 
council, the work of which was a 
very important bridge between lab- 


oratory research and full economic 
production. He cited the present in- 
terest in shell molding as an ex- 
ample of industrial acceptance and 
application of earlier research work. 
He also emphasized the necessity 
of knowing how to use and apply 
in practice the principles and ideas 
arising out of research work. 
Referring to the prominence now 
being given to productivity, Mr. Bell 
said the term does not mean only 
“so many molds per hour’; such 
a goal may exist in semi-mechanized 
and fully mechanized work, but much 
work still requires the skill of the 
craftsman. In this class of work, 
there can be no trial castings, for 
“the first one must be right.”’ 
Later the president stated, “If 
theory and practice are equally de- 
sirable and if both must be learned 
in the formative years of a man’s 
life, then it would appear that train- 
ing in both should go hand in hand.” 
He laid stress upon the importance 
of design and its relation to turn- 
ing out sound castings on an eco- 
nomic basis. He pointed out that 
outside their own industry, the views 
of foundrymen on design require- 
ments in relation to castings seldom 
are heard and even less frequently 
heeded. He concluded by _ saying, 
“Would it be inappropriate if the 
institute, through its technical coun- 
cil or some other committee, were 
to prepare and issue a _ publication 
(or textbook) dealing with import- 
ant points of design? Perhaps at 











IN APPRECIATION: Charles T. Milles, president, C. H. Milles Found- 
ry Co., Chicago, and Campbell V. Adams, works manager, Vulcan Iron 
Works, Chicago, long-active members of the Chicago Foundrymen’s Asso- 
ciation recently were presented with testimonial plaques “in appreciation 
of many years of devoted and unselfish efforts toward the advancement of 
the foundry industry in all its phases.’ Both are directors of the group 
and Mr. Adams has been secretary-treasurer for many years. Left to right, 
Carl A. Larson, Reliance Pattern Works, association president; Mr. Adams; 
Robert D. Phelps Jr., Francis & Nygren Foundry Co., association past 
president; and Mr. Milles. Photo by J. R. Shumway, C. W. Shumway & Sons 
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the beginning of our second period 
of fifty years, the time for this 
idea has come.” 

The morning session ended with 
the Edward Williams Lecture, en- 
titled “Engineering Research Meth- 
ods and Casting Problems,” by Prof. 
A. W. Scott, Department of Civil 
and Mechanical Engineering, Royal 
Technical College, Glasgow. The 
lecturer stressed the necessity for 
closer co-operation between the engi- 
neer and the foundryman, thus fall- 
ing in line with thoughts expressed 
by the president in his address. He 
said that improvement in design 
must go hand in hand with improve- 
ment of casting processes. 

He referred to the making of a 
propeller as an example where the 
strength indicated by a test bar 
taken from the metal often varies 
from the results obtained in service. 
The engineer could improve his de- 
sign if he knew more of the in- 
tricacies involved in the casting of 
metals. Many problems are common 
to the engineer and to the foundry- 
man. The lecture dealt mainly with 
problems of heat transfer and with 
strains in castings resulting from 
differential cooling rates, differences 
of thicknesses, certain shapes and 
contours and other factors. Methods 
of investigation used by engineers, 
some of recent date, were described 
in some detail, and it was suggested 
that they could be employed usefully 
by the foundry industry. 

Fifteen papers were presented at 
the convention. Reports on these 
papers will appear in the next issue 
of FOUNDRY. 


Publishes New Book on 
Aluminum Welding 


In a new 176-page manual the Alu- 
minum Co. of America has given 
basic information on all of the prac- 
tical methods for welding aluminum. 
The book, entitled Welding Alcoa 
Aluminum, lists factors to consider 
in selecting a welding method, in- 
cludes a chapter on each of six weld- 
ing methods and describes the weld- 
ing of aluminum alloy castings. Qual- 
ity control, safety, and performance 
of welds are other topics discussed. 
A final section of 32 tables gives im- 
portant data on welding aluminum. 

Information on the physical prop- 
erties of aluminum alloys, alloy com- 
positions and strengths of certain 
type welds is given. Edge preparation 
is described by dimensioned draw- 
ings for most welding methods. 

Copies of the book are available 
from Aluminum Co. of America, 733 
Alcoa Bldg., Pittsburgh 19, Pa. 
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YOU NEED THE BEST CORE WASH 


MEKADIP 





@ MEXADIP WILL NOT FERMENT. You will not have to dump your 
wash because of hot humid conditions — no pock marks or pitted 
coating surfaces with MEXADIP. 


@ MEXADIP STAYS IN SUSPENSION. Let it stand over the week end, 
it will be ready to go Monday morning. 


WRITE FOR 
THIS FREE 


hte ; @ MEXADIP WILL NOT RUN, BUILD UP OR RUB OFF. It applies 


} CORE AND MOU WASHES 
| FOR ALL FERROUS AND 

| NON-FERROUS FOUNDRIES 
| THE UNITED STATES 
GRAPHITE COMPANY 








equally well on either green or baked cores. 





@ MEXADIP IS DEPENDABLE AT ANY BAUME. It is applied daily 
to cores for thousands of tons of castings over a range of 10-40 
degrees Baume. 







Write for this free 
illustrated Engineer- 
ing Bulletin No. 17 
giving complete in- 
formation about the 
complete line of 
United States Gra- 
phite Core and Mold 
Washes for all fer- 


@ MEXADIP REQUIRES NO LONG “PASTE” MIXING. No waiting 
period is necessary. Just add the powder to water and after a 
few minutes of stirring it is ready to go. 


Pi Beer ge IMPROVE CASTING APPEARANCE AND SAVE MAN HOURS IN 

aoe Pr sag THE CLEANING ROOM. If you have a problem with core wash, 
rt ribin - 

theds df an MEXADIP will solve it. Ask us to arrange a test today. 


Start now — Use ™ - 


OUR 100th YEAR 


THE UNITED STATES GRAPHITE COMPANY 


DIVISION OF THE WICKES CORPORATION @® SAGINAW, MICHIGAN 
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The Winner .. and New Champion, Wheelabrator Steel Shot 


Scores Easy Victory in Blast Cleaning 
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pioneering developments keep WHEELABRATOR® 


can 





ons 








Performance at Swayne, Robinson & Co. 


Scoring a 56.6% decrease in 
blast cleaning abrasive costs, 
Wheelabrator Steel Shot proved 
its superiority over a malleable 
iron abrasive at Swayne, Robin- 
son & Co., Richmond, Indiana 
in cleaning gray iron castings. As 
a result of the cost-slashing per- 
formance of this superior elec- 
tric furnace steel shot, an abra- 
sive saving of 86.8c was effected 
in cleaning every ton of castings. 

These additional benefits fur- 
ther established Wheelabrator 


Steel Shot as the abrasive cham- 
pion at Swayne, Robinson & Co. 
With its faster cleaning action, a 
reduction of three hours daily 
in the use of their Wheelabrator 
Tumblast was possible. Casting 
tonnage which had formerly re- 
quired seven hours cleaning time 
is now Wheelabrated in just four 
hours. 

Maintenance labor and machine 
wear were reduced, effecting ad- 
ditional savings. Quality of clean- 


American 


WHEELABRATOR & EQUIPMENT CORP. 


STEEL SHOT first in abrasives 


ing was greatly improved making 
possible the elimination of tum- 
bling mills formerly used for de- 
sired surface appearance of cer- 
tain types of castings. 

Results like these can be dupli- 
cated in your cleaning room, too. 
Wheelabrator Steel Shot is pro- 
duced under the most rigid con- 
trols to provide a metallurgically 
superior steel shot of uniform 
quality for the maximum econ- 
omy in blast cleaning. It will 


clean faster at lower cost than 
Try it and 


any other abrasive. 
prove it for yourself. 





505 S. Byrkit St., Mishawaka, Indiana 
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Philadelphia... 


JULY foundry operations here will 
prove to be the lowest so far this 
year. Suspensions for mass vacations, 
hot weather and a further limitation 
in demand (casting consumers, as 
well as foundries, being affected by 
seasonal influences) will contribute 
principally to this lag. August opera- 
tions may show a slight improve- 
ment, but most foundrymen believe 
there will be no material pickup un- 
til after Labor Day. 

Gray iron jobbing shops have back- 
logs averaging around a week to ten 
days. When not down for vacations, 
some are operating five days a week, 
with limited working forces. Others, 
and perhaps the minority, are unable 
to do better than four days a week. 

Pipe shops are doing very well, and 
foundries producing castings for pa- 
per making machinery are doing 
fairly well. Otherwise, the situation 
is spotty. Textile machinery business, 
normally one of the better machin- 
ery items in this district, is rela- 
tively slow. 

Business with steel foundries has 
leveled off at around 65 per cent of 
normal, with foundries averaging 
five days a week on a restricted 
basis. For instance, some steel found- 
ries are operating only seven hours 
a day and in some cases even less. 
3acklogs average four to five weeks. 

Demand for malleable pipe fittings 
is holding up well, but in other mal- 
leable lines business is only moder- 
ately good. Shops are operating five 
days a week, but with less than full 
working crews. However, 
average five to six weeks. 

Brass shops are running four to 
five days a week, with little out- 
standing demand in any direction. 


New York... 


GRAY iron shops are 
three or four days a week and in 
some instances even less. Business is 
the slowest so far this year, reflect- 
ing seasonal conditions, and the gen- 
eral expectation is there will be no 
substantial pickup before September, 
at least 

Malleable and steel casting shops 
continue to do better than the gray 
iron foundries. However, their busi- 
ness also is down, as a partial result 
of vacations and warm weather. Op- 
erations run around five days a week, 
with limited working forces, and 
backlogs five weeks, the latter com- 
paring with a week to ten days for 


backlogs 


operating 
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AROUND THE COUNTRY 


most gray iron shops. 

Demand for water meters is out- 
standing among the 
Captive plants engaged in this work 
are now experiencing an overflow 
and in some instances have sublet 
business to other foundries. Marine 
work is very quiet and valve and 
pump people report a definite falling 
off. Operations at aluminum found- 
spotty. Those engaged in 
government work, particularly for 
aircraft, are still busy, though back- 
logs are less extended. Those rely- 
ing on commercial business are hav 
ing to scratch hard to keep opera- 
tions at five days a week. 


brass shops. 


ries are 


e 
Chicago... 
NATIONAL Malleable & 
Castings Co., Cicero, Ill., isn’t launch- 
ing a rocket—it is merely installing 


Steel 





a recuperator and dust collector on 
its two cupolas. It is being built by 
the Grindle Corp., Harvey, Ill., and 


represents an expenditure of close to 
$250,000. Basically, it is a duplicate 
of an installation made at National 
Malleable’s Indianapolis plant 
18 months ago. The setup has not 


some 


only reduced smoke and dust from 
the cupolas by 85 per cent, but also 
has increased melting rate by 20 per 
cent. The unit is of the dry collector 
type. The recuperator, or heat ex- 
changer, makes use of exhaust gases 
to heat blast air. Over-all height is 
140 ft. Bottom portion is 18 ft di- 
ameter and the 62 ft stack is 6 ft 
diameter. Braces used on the stack in 
lieu of guy wires give the “rocket”’ 
effect. 






Philadelphia 
New York 
Chicago 


Los Angele: 











Los Angeles... 


WITH foundry activity for the first 
half of the year surpassing all pre- 
expectations, optimism _in- 
creased further as melters resumed 
full production after mass vacations 
slowed output in most shops during 
July. During the vacation 
foundrymen overhauled their shops 
and re-examined production 
ules. Most of them fee! that the mass- 
vacation practice, increasingly popu- 
lar in western incustry, is here to 
stay. 

Melting rates climbed rapidly to 
full capacity in most 
after the vacations, with little evi- 
dence seen of the summer 


vious 


periods 


sched- 


shops soon 
usual 
slack, Few foundries are operating at 
less than 85 per cent. All shops are 
working five-day wecks and over- 
time is becoming the rule. 

The steady climb in activity is re- 
ported by both ferrous and nonferrous 
foundries, 
to eight weeks, with one 
whittling away at a 12-week backlog 
involving a special order. 

Inquiries from casting 
July were about 15 per cent more 
numerous than in the two preceding 


3acklogs range from six 


foundry 


users il 


months, giving confidence that the 
heavy activity will be sustained. A 
large consumer of castings, reporting 
his business has never been better, 
estimates that his requirements will 
increase substantially throughout the 
summer and fall, Other casting users 
are increasingly confident that their 
orders will continue to grow. 

The rise in steel prices stemming 
from the recent wage increase has 
not yet affected the level of casting 
prices. Although foundrymen gener- 
ally agree that ferrous casting prices 
will increase with rising labor costs, 
they deny any possibility of an im- 
mediate wage increase in their shops. 
Most union contracts won’t be re- 
opened for several months, and the 
belief in this area is that casting 
prices will remain at their current 
level at least until labor costs rise 
again. The steel increases will have 
little effect, say foundrymen 
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Here is one unit in the 
complete line of HERMAN 
Molding Machines, in all 
types and sizes, to fit all 
foundry operations. 


o>, 





These comparatively new Herman Charging Conveyor Type Machines 
are extremely popular, whether operated in molding departments or 
core departments. They work equally well with either a Jolt machine 
or Sandslinger. 

A versatile, rugged machine, it is produced in our broad range from 
500 to 20,000 Ib. rollover capacities. 





HERMAN MOLDING MACHINES MAKE 
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A typical core department cycle of operations is as follows: 


1. Core box filled with sand and placed on the jolt unit. 

2. Power lift conveyor lowers box on sub-plate. 

3. Core box is jarred and elevated by power lift conveyor to standard conveyor level 

4. Box goes to Charging Conveyor Rollover and Draw Machine, manually or by 
pusher mechanism 

5. Pneumatic core box and core plate clamps engage rammed core box for rollover 
operation 

6. After rollover, core clamps are disengaged and slow draw operation starts. 

7. Vibrators separate bond between core box and sand 

8. Fast draw operation checked by speed control device and core box gently deposited 
directly on discharge conveyor and rolled away on companion conveyor 

9. Inverted turnover plate and core box rolled back to upright position, pneumatic 
clamps disengaged and box returned to either jolt station or storage 

10. Another rammed core box should, of course, now be at the Charging Conveyor 








Rollover and Draw Machine for the production of another core 


Herman Charging Conveyor Rollover and Draw Machines are extremely flexible. Each 
machine is capable of producing a large range of sizes in either your molding or core 
department 


Send for further information today 


There is a type and size Herman Molding Machine for all foundry operations. 


Here is the Charging 


Conveyor Rollover and Draw Machine 





HEIR WAY BY THE WAY THEY’RE MADE 





MOLDING MACHINES 











"Here at Howard we have found 
our Herman Charging Conveyor 
Rollover and Draw Machines to 
be the ideal answer to our pro- 
duction requirements. We find 
their versatility particularly 
adapted to the fast production 
of miscellaneous cores and molds. 


We cut our costs by reducing idle 
machine time to a minimum, 
since these Herman machines 
operate in separate locations 
from their companion Herman 
Charging Conveyor Jolt Machine. 
Therefore, ramming, rollover, 
and draw operations are per- 
formed simultaneously. Flexible 
clamping arrangements enable 
an individual machine to pro- 
duce a broad range of sizes in 
regard to both length and depth 
of molds and cores. 


The dependability, ruggedness, 
and quality engineering of the 
Herman Charging Conveyor 
Rollover and Draw Machine 
are plus factors which make it 
a favorite in our foundry.” 


Howard Foundry Company, 
Magnesium Division, 
Chicago, Illinois 


MOLDING MACHINES 
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HERMAN PNEUMATIC MACHINE CO., UNION BANK BUILDING, PITTSBURGH 22, PA. 





Gray Iron Founders Meet in California 





Left to right: Gordon Martin, Atlas Foundry & Mfg. Co., Richmond; Al Sanchez, 
Vulcan Foundry Co., Oakland; Don Workman, executive vice president, GIFS; 
Al Renfrow, Renfrow Foundry, Los Angeles; H. J. Trenkamp, Ohio Foundry 
Co., Cleveland; Earl Paltenghi, H. C. Macaulay Foundry Co., Berkeley; Charlie 


Gregg, Gregg Iron Works, El Monte. 


Photograph of the group is through 


the courtesy of Sam _ Russell, Phoenix Iron Works, Oakland, Calif. 


OVER seventy northern and south- 
ern California gray iron foundry ex- 
ecutives and their wives attended a 
regional meeting at Carmel, Calif., 
June 11-13. The La Playa Hotel was 
headquarters for this initial Califor- 
nia regional management gathering 

Gordon Martin, vice president, At- 
las Foundry & Mfg. Co., Richmond, 
served as general chairman, repre- 


senting the hosts, the Northern Cali- 
fornia Management Group of Gray 
Iron Founders’ Society. Other North- 
ern California officers are Earl Pal- 
tenghi, H. C. Macaulay Foundry Co., 
Berkeley, chairman, and Al Sanchez, 
Vulcan Foundry Co., Oakland, secre- 
tary. Southern California officers at- 
tending were Al Renfrow, Renfrow 
Foundry, Los Angeles, president, and 









Charlie Gregg, Gregg Iron Foundry, 
E] Monte, secretary. 

Guests at the meeting were H. J. 
Trenkamp, the Ohio Foundry Co., 
Cleveland, president, Gray _ Iron 
Founders’ Society; Don Workman, 
executive vice president of the so- 
ciety, and Roy Paulsen, GIFS region- 
al cost group consultant, Davenport, 
Iowa. 

Following a dinner party in Mon- 
terey Friday evening, business ses- 
sions were conducted all day Satur- 
day. After introductions and remarks 
from society and group officers the 
foundrymen concentrated on a discus- 
sion and review of current foundry 
management problems. Included was 
a review of operating statistics, air 
pollution, foundry costs, and a review 
of the current GIFS program evalua- 
tion activities. An active question- 
and-answer period on foundry prob- 
lems concluded a most worthwhile 
meeting. 

The meeting was concluded with a 
reception and banquet Saturday 
night. Because of the enthusiasm and 
success of this regional get-together, 
the Southern California foundrymen 
have invited their neighbors to the 
North to be their guests at a simi- 
lar meeting early this fall. 


Bentonville Casting Co., Benton- 
ville, Ark., has completed a foundry 
building and is installing equipment 
preparatory to early production. 





Meetings of Interest to Foundrymen 


Association, fall meeting, Edgewater Beach Hotel, 








Sept. 13-20—Instrument Society of America, Interna- 
tional Instrument Congress and Exposition, Conven- 
tion Hall and Commercial Museum, Philadelphia 


Sept. 21-23—Society for Experimental Stress Analysis, 
annual meeting and exhibition, in conjunction with 
first International Instrument Congress and Expo- 
sition, Bellevue-Stratford Hotel, Philadelphia 

Sept. 27-28—Steel Founders’ Society of America, fall 
meeting, the Greenbrier, White Sulphur Springs, 
W. Va. 


Sept. 28-Oct. 1—Iron and Steel Exposition, Association 
of Iron and Steel Engineers, Cleveland Public Audi- 
torium, Cleveland 

Oct. 6-8—National Foundry Association, 56th annual 
meeting, La Salle Hotel, Chicago 


Oct. 14-15—Michigan Regional Foundry Conference, 
University of Michigan, Ann Arbor, Mich. 


Oct. 14-16—Foundry Equipment Manufacturers’ Asso- 
ciation, annual meeting, the Greenbrier, White Sul- 
phur Springs, W. Va. 


Oct. 18-22—National Safety Council, 42nd National 
Safety Congress and Exposition, Chicago 


Oct. 27-29—Grinding Wheel Institute & Abrasive Grain 


Chicago 


Oct. 28-29—Purdue Metals Casting Conference, Pur- 
due University, Lafayette, Ind. 


Oct. 29-30—New England Foundrymen’s Association, 
New England Regional Foundry Conference, Massa- 
chussets Institute of Technology, Cambridge, Mass. 


Nov. 1-5—American Society for Metals, National Metal 
Congress and Exposition, International Amphithe- 
ater, Chicago 

Nov. 10-12—Industrial Management Society, 18th 
annual time and motion study and management 
clinic, Sherman Hotel, Chicago 


Nov. 11-12—Gray Iron Founders’ Society, annual meet- 
ing, the Homestead, Hot Springs, Va. 


Dec. 1-4—American Institute of Mining & Metallurgi- 
cal Engineers, electric furnace steel conference, Ho- 
tel William Penn, Pittsburgh 


1955 
Mar. 28-Apr. 1—American Society for Metals, ninth 
Western Metal Congress and Western Metal Expo- 
sition, Pan-Pacific Auditorium, Los Angeles 


June 16-18—Malleable Founders’ Society, annual meet- 
ing, the Greenbrier, White Sulphur Springs, W. Va. 





144 


FOUNDRY 




















Black Hills 80 . Granu- 







BLACK HILLS 
BENTONITE 
pulverized or 200- 
mesh. Selected by 
foundries generally 


for rapid mulling. 


Strong, uniform, 
dependable. 


» EM 
Sulerwalie ral 


| Beye 


DIXIE BOND + BLACK HILLS BENTONITE - 
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lar; produced fo the ' 
lowest possible dust | 
level to eliminate loss 
at the muller. For 
_ maximum efficiency 







Black Hills Slurry Grade. 
Coarser than our 80- 
fineness grade; rec- 
ommended for rap- 


id dispersion and 


with systems which 
include fines-re- 


maximum efficien- 
> cy in water when 
moval equipment. clay is added to 


sand as a slurry. 





BENTION 





EASTERN CLAY PRODUCTS DEPT. 


INTERNATIONAL MINERALS & CHEMICAL CORPORATION 
General Offices: 20 North-Wacker Drive, Chicago, 6 
TRIPLACT + REVIVO CORE PASTE - REVIVO BOND - BONDACTOR + CUPOLINE - DURA PRODUCTS - WESTONITE 
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MAN-TO-MAN 


Mechanization + Humanization 


“We should recognize that the ability of the individual, properly en- 
couraged, sparked, rewarded and recognized, is practically limitless” 


OME time ago, the president of 

a very fine foundry laid out the 
red carpet for me, (so to speak) 
when I visited his plant. I felt very 
much honored and somewhat em- 
barassed that he should make so 
much fuss over the old amateur, 
knowing what a figure he was in 
forindry circles and of the many 
splendid contributions he had made 
to the industry. 

With becoming modesty he did a 
darned good job of telling about the 
growth and accomplishments of his 
gang. In going through his plant I 
could see that the organization was 
awake to the development of modern 
equipment, layouts and _ processes, 
but the funny thing was that he 
seemed to try to hurry me past any 
number of new things I had read a- 
bout, but had never seen, to what he 
considered were really good things 
he had up his sleeve. 

One of these prizes turned out to 
be a snagger. I swear that this fel- 
low was really something to write 
home about. I had never seen any- 
thing like him at work before in my 
life. As we quietly slipped up behind 
this fellow, who was working before 
his wheel, the small castings he was 
grinding seemed literally to jump 
from the tote box which held them 
into his hand, against the wheel and 
into the receiving box, in one steady 
stream. 

I knew that the fellow was _ not 
showing off or putting on an act, for 
he couldn’t have seen us coming, 
and he wasn’t giving the castings a 
lick and a promise either. I picked 
out some at random later and look- 
ed at them carefully. 

My host greeted him and _intro- 
duced him to me in a manner which 
indicated just as plain as words that 
he knew I would be glad to meet 
such an outstanding and distinguish- 
ed snagger of castings. And he was 
right. I was glad, for I had never 
seen anything half his equal. There 
was a man who had made a distin- 
guished career out of work which to 
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most people would have been just 
one big pain in the neck or a sen- 
tence to be served for the privilege 
of eating. 

I can’t remember the figures as to 
the quantity of work this genius was 
turning out, but my host told me 
that far from being an exhibit for 
visiting firemen, the man paid for 
his keep many times over, in spite of 
fat take-home pay, not only by his 
terrific output, but also by the ex- 
ample he set for the rest of his gang. 
I couldn’t help wondering how I 
would have gone about building a 
machine to take his place, how much 
it would have cost and how it would 
have worked out with all the kinds 
and quantities of work they had in 
that plant. 

The next prize showpiece of the 
trip was a jolt-squeeze job, without 
aid of conveyor or sand _ system, 
which I recognized as identical to one 
I had seen in another foundry, rigged 
up with permanent molds on a 
pseudo-automatic setup. When I 
mentioned this, my host, with ex- 
panded chest, told me that I was 
right and that his gang was com- 
peting successfully with that super- 
duper bit of automation. 

After that, on the route we took 
through the plant, it became obvious 
that my host and his gang took par- 
ticular pride in matching the prac- 
ticed skill and ingenuity of the indi- 
vidual against mechanization or auto- 
mation. Even to imply that this 
outfit, like Don Quixote, was fighting 
windmills and carrying pride to a 
ridiculous extreme would have been 
a rank injustice, for, from what I 
could see, those folks knew the facts 
of life as far as economics were con- 
cerned. 

I feel quite sure that they hadn’t 
missed many bets in the area of 
modernization (they had a preheated 
blast, for example), but they did 
recognize that the ability of the in- 
dividual, properly sparked, encour- 
aged, recognized and rewarded, is 
practically limitless. I must say that 
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I got a tremendous bang out of the 
visit. It seemed to back up a grow- 
ing suspicion I had had for many a 
year that no matter how carefully 
they are computed, the standards set 
up for flexing muscles against dis- 
tance and time by the time and mo- 
tion study cult fail to take into ac- 
count the unpredictable and fre- 
quently amazing performance of 
human beings who are sparked and 
fired with the will to do. 

It seems to me that the trigger or 
the catalyst for releasing this tre- 
mendous production multiplier is a 
recognition that all posts in a found- 
ry organization should be filled with 
career people, folks who have found 
in their work not only a means of 
earning a living, but also a reason 
for living. 

It takes real talent to make a dis- 
tinguished sweeper, something more 
than condescending to stoop to do 
the job, for there are many who 
couldn’t do it as it should be done, 
even if they wanted to and tried. I 
personally have met any number who 
have distinguished themselves at this 
humble craft to a point of earning 
the respect of their entire outfits— 
they had talent, not just endurance. 

It takes talent, it seems to me, to 
fill every post in the foundry with 
people who can and will make ca- 
reers out of their jobs, and although 
perfection in any effort never can be 
more than a dream, pecking away in 
this direction can do a lot for an or- 
ganization. Of course, dealing with 
career people is an entirely different 
breed of cats from dealing with hired 
help. Career people need recognition 
and an appreciation of their accom- 
plishments and dependability. And 
most career people have a touch of 
the opera star in them which calls 
for some allowances to be made for 
them now and then. 

Well, anyway, I think that with all 
the emphasis now being placed upon 
the mechanization of foundries, it 
might not be a bad idea to consider 
along with it the possibility of more 
humanization with an eye on the 
almost limitless possibilities of what 
an organization’s members can do if 
they feel like cutting loose and have 
an assurance of credit and respect. 
There was a time when I would have 
been darned self-conscious belaboring 
this theme or playing on this string, 
but not any more. I have seen too 
many rabbits pulled out of hats. 
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‘“One unit pays for the next?’’ 
KEEN FOUNDRY COMPANY reorders 


Handy Sandys 


Mr. Lou Keen, President of Keen Foundry Co., 
Griffith, Indiana, states: ““We’ve invested in five 
Newaygo Handy Sandys in less than a year for 
several reasons. First, these individual Sand Han- 
dling Units are very adaptable to the physical 
characteristics of our foundry. Second, their 
great flexability gives us overhead sand stations 
at any point in the foundry without costly remod- 
eling. Third, Handy Sandys require low capital 
investment.” 


“Naturally, the proof of the equipment’s value to 
us is its performance. Since installation we have, 
in one section of our foundry, conservatively in- 
creased mold output by over 25%. In another 
section, in conjunction with a change in molding 
















Three of these Newaygo units oper- 

ate in conjunction with Osborne 
Rotolifts averaging about 120 molds 

per unit in a 6 hour period. On this 

job each mold has 8 castings and 4 
cores. Molds are set out by molder ne 
using overhead crane hoist. 

The lower sand bins and boot of 
elevators are sunk 3 feet into the 

floor almost tripling the sand capac- 

ity of each Handy Sandy Unit. 


NEWAYGO 


3 TIMES 


procedures, we are still maintaining the same 
mold production over a six hour period, but we 
are getting twice as many castings per mold.” 

“We also figure the molder’s fatigue factor has 
been decreased by 50%. Before Handy Sandys 
the average molder shoveled about 15 tons of 
sand per day; now he uses the shovel for occa- 
sional cleaning up around the molding machine.” 


Keen Foundry Co., a grey iron production opera- 
tion, manufactures castings for electric hoists, gas 
pumps, engines, pressure valves, air compressors, 
machine tools and other industries. 
weigh from 5 lbs. up to 100 Ibs. each, and the 
flasks used with the Handy Sandys vary from 18” 
x 18” to 24” x 30”. 


Castings 









Showing two Handy Sandys over 
squeezer work. These units pro- 
duce over 140 molds each in a six 
hour period. Molds are set out by 
<— operators who also handle pour 
off. 

Sand bins on all five units are 
supplied from a central sand sys- 
tem by a Payloader. 


engineering company 


NEWAYGO, MICHIGAN 
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, a get your sand-handling operations into high gear when 
you put “PAYLOADERS” to work. These high-speed tractor-shovels 
put the skids under sand handling costs too. And they are so versatile 
that they handle many other jobs as well. One man on a “PAY- 
LOADER” can scoop, shovel, carry, load, unload, pile and spread. . . 
push, pull and lift . . . indoors or outdoors. 

It will pay you to find out what these unusual machines are doing 
for other foundries and determine the model and size that fits your 
needs. Your “PAYLOADER” Distributor is ready with the facts. 
The Frank G. Hough Co., 703 Sunnyside Ave., Libertyville, Illinois. 


YOU CAN'T COMPETE IF YOUR EQUIPMENT IS OBSOLETE 


i PAYLOADER 


SAY HUFF 


STINGS 


TO MOLDERS 


JOB STUDIES are 
available on request, 
covering operations 
in several different 
plants. 


FROM SILO 
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Chills Cast From 
Chateaugay Pig Iron R 








Casting surfaces resistant to heat and corrosion are 
extremely important to Dobbie Foundry & Machine 
Company, Niagara Falls, N. Y. 


The casting illustrated is a chill or trough. It is used 
to direct the flow of molten chromium into molds. 
The casting surfaces must withstand temperatures 
over 3400° F. 


To obtain surfaces resistant to such heat, Dobbie 
uses Chateaugay, Republic’s exclusive premium Pig 
Iron, in its cupola mixture. 


Resistance to heat and corrosion are only two of 
many benefits foundrymen enjoy with Chateaugay. 
It also produces an unusually fine and uniform grain 
structure with high wear resistance. Chateaugay 


REPUBLIC PIG IRON 





August 1954 


esist Heat at 3400°F 


castings machine beautifully and economically. 
Chateaugay shrinks evenly, fills adjoining light and 
heavy sections completely. 

For the complete story on Chateaugay, the low- 
phosphorous, copper-free Pig Iron, call in a Repub- 
lic Pig Iron Metallurgist. He has all the facts. He 
can show you how to obtain high strength, uni- 
formity and machinability throughout every casting. 


Just let us know when you would like him to call. 


REPUBLIC STEEL CORPORATION 
GENERAL OFFICES e CLEVELAND 1, OHIO 
Export Department: Chrysler Building, New York 17, New York 
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CHARLES E. BRUST 
President 





CARL L. LIEBAU 
Vice President 


MALLEABLE FOUNDERS 


Study Sales and Production Methods 


ing of the Malleable Founders’ 

Society, held June 14-15 at the 
Seigniory Club, Montebello, Que., was 
concerned chiefly with means of in- 
creasing sales efficiency and improv- 
ing production methods. 

In opening the meeting, George T. 
Boli, Northern Malleable Iron Co., 
St. Paul, and president of the society, 
reported the year’s chief activities 
were pointed toward sales promotion, 
These include the inauguration of 
regional sales clinics, the start of 
a society-sponsored business paper 
advertising campaign, the organiza- 
tion of a Handbook Revision Commit- 
tee, the continuance of the annual 
Market Development Conferences, 
and the appointment of committees 
to study the welding of malleable 
iron and specifications for pearlitic 
malleable iron. 

The highest award of the society, 
presented annually in memory of 
Charles H. McCrea, former president 
of the National Malleable & Steel 
Castings Co., was presented to John 
A. Wagner, president, Wagner Malle- 
able Iron Co., Decatur, Ill., for out- 
standing service to the malleable iron 
castings industry. In making the 
award, Cal C. Chambers, president, 
Texas Foundries Inc., Lufkin, Tex., re- 
viewed the many contributions of 
Mr. Wagner to the industry. 

Mr. Wagner is a past president of 
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By FRANK G. STEINEBACH 
Editor 


the society; served on its board of di- 
rectors for 10 years; for many years 
he was a member of the Cost Ac- 
counting Committee, and its chair- 
man from 1937 to 1953; was a mem- 
ber of the Malleable Industry Advis- 
ory Committee to the WPB and OPA 
during World War II and a member 
of the Industry Advisory Committee 
to the OPS from 1951 to 1953. He 
was cited especially for his outstand- 
ing contribution to the development 
of a “Manual of Principles and Pro- 
cedures of Cost Accounting” for the 
industry and for his interest in the 
production and promotion of pearlitic 
malleable castings. 

Charles E. Brust, president, East- 
ern Malleable Iron Co., Naugatuck, 
Conn., was elected president of the 
society, and Carl L. Liebau, executive 
vice president and general manager, 
Federal Malleable Co., West Allis, 
Wis., was named vice president. New 
members of the board of directors 
are: Phillip C. DeBruyne, vice presi- 
dent, Moline Malleable Iron Co., St. 
Charles, Ill., Charles P. Speitel, presi- 
Pennsylvania Malleable Iron 
Corp., Lancaster, Pa.; and Leon J. 
Wise, vice president, Chicago Malle- 
able Castings Co., Chicago. 


dent, 


The merchandising of malleable 
was developed further in a round- 





JOHN A. WAGNER 
Charles H. McCrea Award Winner 


table discussion on “Increasing Sales 
Efficiency,” with George T. Boli, pre- 
siding and R. L. Gilmore, president 
and general manager, Superior Steel 
& Malleable Castings Co., Benton 
Harbor, Mich., and Frank O. Parker, 
vice president and sales manager, 
Dayton Malleable Iron Co., Dayton, 
O., participating. 

Mr. Boli stressed the importance 
of constructive selling methods which 
help the customers understand the 
savings which can be provided by 
substituting malleable iron castings 
for components made by other meth- 
ods of fabrication. A program of 
training young engineers for sales 
work, which his organization started 
five years ago, was discussed. The en- 
gineer first is put in the plant so 
that he may become familiar with 
production problems. Next he spends 
five months learning sales depart- 
ment routine, and then is taken on 
calls with older contact men. Mr. 
Boli stated it took nine months to 
provide any tangible results, but two 
years later a second engineer was 
added, and a year ago another was 
started in the same course. 

Salesmen are taught to stress the 
possibility of reducing parts by com- 
bining them into one malleable cast- 
ing. Creating new business is the 
prime interest of the salesmen, Fur- 
thermore, it is important that the 

(Continued on page 154) 
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pemmier Madel 100 series CORE 
in « in four sizes 


A number one reasog for Demmler leadership. 
The Demmler 100 S was designed for fast 
operation on defense project where it was nec- 
essary to blow 2,000 cores per hour! Now it is 
available for faster core blowing in your foundry. 
Stationery magazine type, core blowers capable 
of blowing ANY core OF molding sand. 


es 
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pemmLer Mode/ 1£-0s CORE BLOWER 








This core blowet is another production pace 
setter. It can be used with two frag halves so the 
OO 
operator can re move one core while the second 
core is being blown. Doable production because 
there is no waiting! Ose push of the starting lever 
and the machine @utomatically completes one 
cycle and the ngagazine returns to filling po- 
sition. Write for information about this produc- 
tion-worthy Demmiler 1E-OS, 
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FOUNDRIES LOOK TO 
FOR CORE BLOWERS! 





pemMLer Moded 55 corE BLOWER 


This little giant ‘filenaniiigh among competitive 
core blowers for fast, e conomieal production on 
short run jobs. The Demmler 55 has one hand 
valve that operates both*yerti¢al and horizontal 
core box clamps and blows the core—in only 3 
seconds! Used for core boxes with depths up to 
10", handles corésiap to 4 Ths, A wide range of 
sand magazine battom openings available to meet 
all your core box dimensional requirements. 


Keedond whey 


pemaier Moded 2E CORE BLOWER 


Built for rugged serviee without maintenance 
troubles. The Demmiler 2E‘handles cores up to 
20 pounds. Available with’ manual, semi-auto- 
matic or fully gatematie controls. The draw 
cylinder is 11” im-diameter and the machine has 
a 10” stroke. The drawing post is completely 
enclosed and protected from. san! and abrasion 
to guarantee apéuracy and trouble-free ope ration. 
Ultra high speed _— valve action increases 
initial blow pressure 2% ee) 


All models of Demmler Core Blowers can be 
furnished with vibratory sand feeders as shown 
above on the 100 series and the LE-OS. 


OR LITERATURE « WM. DEMMLER & BROS. « Kewanee, Illinois 











Courtesy Federal Bronze Products Inc. 


What’s the miracle additive 
In brass and aluminum ingot? 


Let's face it! There is nothing in the ingot 
but good metal. precisely alloved to specifications. 
But when you buy your ingot from Federated . . . 


there is an extra. Its good technical service. 


This service means that you can have practical help 
in your foundry from a Federated field expert . . . 


help which saves you headaches and doilars. 


See Federated first for any non-ferrous foundry metal ! 
Aluminum. brass and bronze alloys. magnesium alloys. 


deoxidizers and hardeners. 


For your convenience Federated has 24 sales offices 


and 14 plants across the nation. 





Federated Metals Division 


AMERICAN SMELTING AND REFINING COMPANY 
120 BROADWAY, NEW YORK 5, N.Y. 
In Canada: Federated Metals Canada, Ltd., Toronto and Montreal 


Aluminum, Magnesium, Babbitts, Brass, Bronze, Anodes, Zinc Dust, 
Die Casting Metals, Lead and Lead Products, Solders, Type Metals 
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(Continued from page 152) 
salesman get all possible information 
on the job, and learn what can be 
done to provide better properties and 
casting practice through design 
changes. The sales engineers do the 
redesigning when necessary and 
make the estimate on the job. Last 
year the company converted 67 jobs 
to malleable; so far this year 50 
jobs have been converted and quota- 
tions are out on 100 more. Mr. Boli 
believes that such a sales force pro- 
motes the customer’s confidence and 
respect. 

Mr. Gilmore stressed the import- 
ance of proper design to the job of 
creative selling. He pointed out that 
there is no other method than casting 
which makes it possible to place 
metal accurately where it will do the 
most good. His company maintains 
a stress laboratory which is providing 
valuable information in the sale of 
castings. 


Holds Sales Clinic 

The Superior company conducts a 
sales clinic for all supervisors and 
sales personnel. A limited number 
of engineers from customer compan- 
ies are invited to spend two days 
receiving information on castings and 
foundry problems. The response has 
been excellent and all but one of 
those attending last year have asked 
to come back for the 1954 conference. 

Mr. Parker stressed the problems 
of the sales manager of a larger 
foundry, one with a sales force which 
has done little real selling during the 
last few years, and which, to a cer- 
tain extent, has forgotten how to sell. 
Furthermore, companies making com- 
peting products, have increased their 
sales forces, thus increasing the pres- 
sure for business. But the problems 
today are no different than they were 
in the twenties when the need for 
intelligent selling was great 

Reports of various committees, pre- 
sented at the first session, indicated 
a year of progress. Carl L. Liebau 
stated the Educational Committee 
was concerned with featuring promo- 
tion of the booklet, “The Malleable 
Iron Foundry and You.” In addition 
to distribution among pupils at sec- 
ondary schools, the committee recom- 
mends consideration of giving a copy 
to employees, since it may reach in- 
terested boys through that channel. 
The committee will co-operate with 
AFS in the youth development pro- 
gram now being initiated. Importance 
of getting information on the oppor- 
tunities offered by the industry into 
the hands of students at all levels 
was emphasized by the committee. 

Mr. Liebau also reported that the 
Advertising Committee has selected 

(Continued on page 156) 
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Look at the record 
of Duncan Foundry’s durable Lectromeli* 
In October 1952, this test was made on their 
1!4-ton per hour Lectromelt: The furnace oper- 
ated steadily for 27 days, 24 hours per day, 
using an oversize, 2000-kva transformer. 578 
heats were tapped for an average of 21.4 heats 
per day. Average charge per heat was 6688 Ibs. 
Time from power-on to tap averaged 58.5 
minutes per heat. Time from tap to power-on for 
next heat averaged 8.8 minutes. Average power 
consumption per ton of metal was 501 kwh. 
Duncan’s oversize transformer keeps metal 


pouring fast, but throws a jolting overload of 


TALK ABOUT A 
STURDY ELECTRIC 
FURNACE! 


“Our old Lectromelt takes the power overload of an oversize transformer without a sign of strain to the furnace or its parts.’’— Duncan Foundry, Alton, Illinois 


power into the furnace to do it. Still operating 
under this maximum stress, their sturdy 
Lectromelt turns out daily heats without a sign 
of extra strain or wear. 

Expanding recently, Duncan Foundry added 
another, larger Lectromelt Furnace, confident 
of its quality and durability. 

Look for your new electric in Lectromelt’s 
Furnace line. Write for Bulletin No. 9, de- 
scribing these versatile melting, smelting, 
refining and reduction furnaces. Write 
Pittsburgh Lectromelt Furnace Corporation, 
314 32nd Street, Pittsburgh 30, Pennsylvania. 


Manufactured in... GERMANY: Friedrich Kocks GMBH, Dusseldorf... ENGLAND: Birlec, Ltd., Birmingham 
_.. FRANCE: Stein et Roubaix, Paris... BELGIUM: S. A. Belge Stein et Roubaix, Bressoux-Liege ... SPAIN: 
General Electrica Espanola, Bilbao... ITALY: Forni Stein, Genoa. JAPAN: Daido Steel Co., Ltd., Nagoya 


TWENTY FIVE 


MOORE RAPID 


ONE HUNDRED FIFTY 
TONS CAPACITY 


WHEN YOU MELT... 
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Line ladles ror longer lie 
Lasily, Quickl, 


with J-M 3X Blazecrete 
the hydraulic-setting refractory 


Easy to apply—3X Blazecrete—the 
3000F refractory—is easily and 
quickly applied . . . mix with water 
like ordinary concrete, and slap- 
trowel to desired thickness. Air- 


3X Blaze- 
crete means 
cleaner forg- 
ings, hasgreat 
; ability to resist 
> P| penetration and 
7 attack by molten 
metal. 







cures without application of heat. 
Contains no harmful irritants . . 
safe even for hand application. 3X 
Blazecrete is furnished as a dry mix, 
and may be stored indefinitely with- 
out deterioration. 

Longer-lasting linings can be built 
with 3X Blazecrete because it is 
spall-resistant, withstands slagging 
action and has negligible shrinkage. 

Send for free brochure on Blaze- 
crete (RC-28A) describing its prop- 
erties and uses. To obtain a copy— 
as well as additional application de- 
tails—write Johns-Manville, Box 60, 
New York 16, N. Y. In Canada, 199 
Bay Street, Toronto 1, Ontario. 
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JM Johns-Manville BLAZECRETE 


BUILDS BETTER REFRACTORY LININGS 


(Continued from page 154) 

an advertising agency and launched 
a promotion program for malleable 
iron castings in five business publica- 
tions. The program will be continued 
during the coming fiscal year. While 
the program is modest, the committee 
believes it is an important step in 
making casting buyers more con- 
scious of the availability of malle- 
able castings as engineering mate- 
rials with excellent physical proper- 
ties for a wide variety of applica- 
tions. 

The Cost Committee reported the 
completion of cost research project 
No. 1 to illustrate the various fac- 
tors in cost finding. Results of the 
survey have been presented at sec- 
tional meetings and to the entire 
membership of the society. 

The society is in good financial 
condition and is operating within the 
budget, according to Wilson H. Mori- 
arty, vice president, National Malle- 
able & Steel Casting Co., Cleveland, 
and chairman of the Finance Com- 
mittee. The committee recommended 
that funds for market development 
should be built up to handle the cost 
of publishing the revised handbook 
within the next two years. 


Handbook Moving Forward 


The Government Affairs Commit- 
tee continues to maintain contact 
with Washington agencies affecting 
the industry, according to C. M. Lew- 
is, president, Badger Malleable & 
Mfg. Co., South Milwaukee. During 
the year, a protest was made on un- 
restricted exportation of scrap. The 
problem of finding industry personnel 
for the Business and Defense Service 
Administration was given consider- 
able attention. 

Paul H. Vincent, vice president and 
general manager, Erie Malleable Iron 
Co., Erie, Pa., reported that work on 
the handbook is moving forward. An 
editor has been engaged and chapter 
assignments have been made. 

Through the work of the Market 
Development Committee, more people 
are getting to know more about mal- 
leable iron, according to Thomas A. 
Scanlan Jr., director of sales, Eastern 
Malleable Iron Co., Newburgh, N. Y., 
and chairman of that committee. 
During the year, the committee staged 
four sales clinics, held the fifth Mar- 
ket Development Conference, (FOUND- 
RY for June, page 173), suggested 
methods for handling the applica- 
tions section of the handbook, solicited 
complete new lists of customers to 
receive ‘‘Malleable Iron Facts’? which 
is published by the society, made a 
survey of business gained and lost 
through conversions, and  recom- 
mended study of ASTM specifications 
for pearlitic malleable iron. The com- 
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mittee also recommended that each 
member company endeavor to make 
greater use of the society’s promotion 
movie, “‘This Moving World.” 

Cal C. Chambers stated the Per- 
sonnel and Plant Operations Commit- 
tee had undertaken a modest pro- 
gram in the field of safety. Winners 
in a Safety letter contest were pre- 
sented in FOUNDRY for February, 
page 106. Cash awards were made to 
winners of the annual safety contest. 
Through co-operation of the indivi- 
dual plants, the frequency rate of 
the industry has been reduced by 30 
per cent since 1951. 

The committee staged a personnel 
conference during the year with an 
outstanding program. The committee 
will continue to keep member com- 
panies aware of developments in the 
field of good personnel relations. 

The Research and Product Improve- 
ment Committee, according to Ralph 
T. Rycroft, Kencroft Malleable Co., 
Buffalo, has been engaged in a re- 
search project on gating and feeding 
of malleable iron castings. The com- 
mittee has sponsored 14 shop prac- 
tice meetings, provided co-operative 
action with other societies interested 
in malleable castings, kept in contact 
with government arsena!s and re- 
search laboratories, and undertaken 
specification changes. 


Study Gating and Feeding 


William A. Kennedy, supervisor of 
products, Columbia Malleable Iron 
Co., Columbia, Pa., and chairman of 
the Technical Council, stressed the 
importance of Research Project No. 
2, which has been in progress for 
the third consecutive year and stated 
that the council has contributed con- 
siderably to the work. Recently a 
special conference was devoted to 
consideration of specifications for 
pearlitic malleable iron. 

James H. Lansing, technical and 
research director, outlined the re- 
sults presented in Part III of the 
study on gating and feeding of mal- 
leable iron, which concerns further 
studies of castings fed by a single 
side blind riser. This 84-page report, 
published in June, provides a large 
amount of practical data on such 
subjects as a cored casting fed by a 
single side blind feeder; distance of 
feeding in solid cylinders and strips 
of uniform thickness cast horizontal- 
ly and side fed by a single blind 
feeder at one end; gate size and shape, 
effect of pouring rate, and, multiple 
castings with a single feeder. The 
project was carried on at Cornell 
University, Ithaca, N. Y. During the 
coming year, this report will be dis- 
cussed at shop practice meetings. 

In opening the second session, Pres- 

(Continued on page 159) 
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One of the many 


OR 


One combination 
of the many clays produced by Eastern Clay Products 
will fit your specific needs. 


Regardless of price, you can't buy better Western 
Bentonite, Southern Bentonite, Fire Clay or Special High 


Flowability Bonding Clays than those sold by us. 


We invite your inquiries. 


Hickman, Williams & Co. 


(‘(NCORPORATEDO 


CHICAGO - DETROIT - CINCINNATI - ST.LOUIS - NEW YORK 
CLEVELAND - PHILADELPHIA - PITTSBURGH - INDIANAPOLIS 


Established 1890 
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Most for your electrode dollar... 


NATIONAL CARBON COMPANY’S 
Carbon and Graphite 


Electric Furnace Electrodes 


Specify National Carbon’s Furnace Electrodes with complete 


confidence on two counts: 

























® PRODUCT QUALITY, recognized to be the finest in the industry. 


@ ORGANIZED TECHNICAL SERVICE, functioning directly 
through our national sales force. 


Here are the two basic ingredients of electrode economy — 
proved superiority of product and technical-service organized 
specifically to help customers put this quality to work for great- 
est electrode economy. Repeatedly this service to the industry 
has recommended details of electrode operating practice, re- 
sulting in more efficient power utilization, better joints and 





joining procedure, and attractive electrode savings. 





Take advantage of this specialized knowledge. Write or call 
National Carbon Company for complete details. 








FOR ELECTRODES AND ELECTRODE SERVICE... 
Rely on NATIONAL CARBON COMPANY! 






The term "National" is a registered trade-mark 
of Union Carbide and Carbon Corporation 
NATIONAL CARBON COMPANY 
A Division of Union Carbide and Carbon Corporation 
30 East 42nd Street, New York 17, N. Y. 










District Sales Offices: 
Atlanta, Chicago, Dallas, Kansas City, 
New York, Pittsburgh, San Francisco 







IN CANADA: 
Union Carbide Canada Limited, Toronto 






BLAST FURNACE LININGS + BRICK « CINDER NOTCH LINERS « CINDER NOTCH PLUGS + SKIMMER 
BLOCKS + SPLASH PLATES + RUNOUT TROUGH LINERS + MOLD PLUGS + TANK HEATERS 
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(Continued from page 157) 
ident Brust pledged continuation of 
things helpful to the industry dur- 
ing the coming year. The gating and 
feeding project will be carried on in 
plants of members. The Technical 
Council will undertake a study to 
determine how malleable castings can 
be produced free from primary graph- 
ite in the heavier sections. Increasing 
the use of malleable iron and pearl- 
itic malleable will be pushed. 

Effort will be made to increase 
interest in the cost accounting meet- 
ings. Three divisions—west, middle 
and east—have been established, re- 
placing the previous seven. The so- 
ciety also plans one or more general 
cost accounting meetings during the 
year. Sales engineering clinics will be 
organized, and a sixth Market Devel- 
opment Conference will be staged 
this year. Revision of the handbook 
will be pushed. The society will hold 
an industry meeting at the Albion 
Malleable Iron Co., Sept. 24. The 
1955 annual meeting will be held at 
the Greenbrier, White Sulphur 
Springs, W. Va., June 16-18. 


Profit Lower Than Averages 


Lowell D. Ryan, managing direc- 
tor of the society, expressed concern 
over the profit situation of the in- 
dustry. A recent survey showed an 
average of 5.3 per cent profit on 
sales for all industry, with malleable 
somewhat lower than average. Mr. 
Ryan emphasized that the industry 
has an obligation to make fair earn- 
ings on a regular basis in order to 
secure funds to maintain and expand 
its plant to meet peak demands, The 
cost of this must be shared by cus- 
tomers of castings producers. 

The managing director believes 
that malleable foundries should de- 
velop adequate executive personnel 
within the industry. He mentioned 
the possibility of developing an ex- 
ecutive training program operating 
on an industry basis within the indi- 
vidual plants. The society, he pointed 
out, has an exceptional record of ac- 
complishment, due to aggressive, dy- 
namic leadership. 

A roundtable discussion featured 
cost reduction activities of particular 
interest to the society membership. 
Collins L. Carter, president, and 
Thomas L. Lloyd, vice president, Al- 
bion Malleable Iron Co., introduced 
a premotional motion picture just 
completed by that company. The 
movie emphasizes facilities for pro- 
duction since the company has found 
a lack of appreciation on the part of 
buyers of what is required to make 
a casting. The movie, which cost un- 
der $10,000, will be shown to engi- 
neers, buyers and students. 

(Concluded on page 162) 
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These castings were cleaned by 
“CERTIFIED” 
ABRASIVES! 














Certified’ does a better job in less time at lower cost. 


Why? Because “Certified” Sam- 
son Shot and Angular Grit is 
made extra-tough. Extra-tough to 
clean more thoroughly, more 
quickly. Extra-tough to last... 
to be reused again and again 
without breaking down. 


It all adds up to lower time, 
labor, and abrasive costs for you. 
See for yourself! Switch to the 
abrasive made by the oldest 
abrasive manufacturing com- 
pany in the world... switch to 
“Certified” Abrasives! 


THE STANDARD OF EXCELLENCE FOR OVER 60 YEARS 


PITTSBURGH CRUSHED STEEL CO., Pittsburgh, Pa. 


STEEL SHOT AND GRIT CO., Boston, Mass. 
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= SPEEDMULLORS ON BOTH MOLDING LINES at the I. F. Sales Company 
e S e 0 U if rl e S foundry at New Philadelphis, Ohio, thoroughly mull all of the all-purpose 
sand required for 250,000 malleable castings per month. The sand is 
reused many times a day and enters the ''70"' Speedmullor (shown above) 


. and the "50" on the other line, very hot. Speedmullor Cooling cools the 
e Or fi | S sand during mulling. For full information write Beardsley & Piper, 2424 
* N. Cicero Avenue, Chicago 39, Illinois. 
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SPECIALLY DESIGNED FOR SLINGER INSTALLATIONS, this J & J ON THIS DIFFICULT COREMAKING JOB, CHAMPION JOLT 
Rol-A-Draw rolls over and precisely draws the molds rammed on a ROLLOVERS are doing a fast precision job. The very deep-finned 


slinger-roller conveyor molding unit at Casting Service Corporation, ennai for aluminum cylinder heads are produced wn lange 

: gee : quantities. To fill and draw the deep thin fin sections requires perfect 
LaPorte, Indiana. The Rol-A-Draw greatly simplifies the job of mold Champion jolting action and a precision Champion draw. Obtain 
and pattern handling. For full data write to Beardsley & Piper, fyll data by writing Beardsley & Piper, 2424 N. Cicero Avenue, 
2424 N. Cicero Ave., Chicago 39, Illinois Chicago 39, Illinois. 
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SCREENARATORS AND J&J 
JOLT SQUEEZERS handle much 
of the side floor molding at 
Harsch Bronze in Cleveland. 
For more information write to 
Beardsley & Piper, 2424 N. 
Cicero Avenue, Chicago 39, 
Illinois. 


A JR. NITE GANG CUTS 
COSTS in side floor molding 
sand preparation at the Kasper 
Foundry, Elyria, Ohio. For full 
information write to Beardsley & 
Piper, 2424 N. Cicero Avenue, 


Chicago 39, Illinois. 
CHAMPION FLEXIBLOS IN THIS MAGNESIUM FOUNDRY mean 
real savings on small and medium size cores. In producing preci- PITTSBURGH STEEL'S FOUR SPEEDSLINGERS AND A SAND- 
sion magnesium aircraft castings, the Howard Foundry in Chicago SLINGER ram a major portion of that foundry’s molds. Jobbing work 
depends on Champion Flexiblo Core Blowers and Speed- ranging from several pounds to well over 200,000 pounds is pro- 
mullors. For more data on this interesting operation write now to duced. Slingers are indispensible in this operation. For the full story write 
Beardsley & Piper, 2424 N. Cicero Ave., Chicago 39, Illinois. today to Beardsley & Piper, 2424 N. Cicero Ave., Chicago 39, Illinois. 
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(Concluded from page 159) 

Dudley V. Walker, managing di- 
rector, Eberhard Mfg. Co. Division, 
Eastern Malleable Iron Co., Cleve- 
land, outlined some of the recent ac- 
tivities of Eastern. A cost reduction 
program is operated by a committee 
composed of two representatives from 
each plant. They meet monthly at one 
of the plants and consider a wide 
range of operations, including ac- 
counting, purchasing, production. The 
dollar per year saving on each com- 
mittee project is determined. 

James H. Smith, general manager, 


Want core plates — 
that SAVE MONEY? 


You get real long term economy with 
Transite* Core Plates. Their initial 
cost is low...and their maintenance 
cost negligible. Transite Core Plates 
are tough and corrosion-resistant. 
They are made from an asbestos and 
cement composition by a special 
Johns-Manville process. They resist 
shock and corrosion ... will not crack 
or break easily. 


Here are other important reasons 
for using Transite Core Plates: 
THEY SPEED PRODUCTION— 
Transite Core Plates are easily han- 
died. They’re simple to clean, too, 
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... then use TRANSITE CORE PLATES 
for easy handling, low maintenance, long life! 


Johns-Manville TRANSITE CORE PLATES 


Made of Asbestos 


Central Foundry Division, General 
Motors Corp., Saginaw, Mich., re- 
ported that through additions of bor- 
on, it has been possible to shorten 
the anneal cycle by 25 per cent. As a 
result, some of the company’s an- 
nealing equipment has been elim- 
inated. Mr. Smith believes that the 
greatest field for cost reduction is in 
better methods and work simplifica- 
tion. In his opinion, the industry does 
not spend enough in that field. 

Carl L. Liebau pointed out that 
during the recent periods of heavy 
demand, there were lots of excuses 






















since core wash, sand, etc. do not ad- 
here to them as readily as to other 
core plate materials. 

THEY MAINTAIN ACCURACY— 
Foundrymen who have used Transite 
Core Plates for years report minimum 
warpage. 





For cores of large mass and small 
surface area, perforated Transite Core 
Plates are also available to eliminate 
green cores and reduce baking time. 
For full details, write ees 
Johns-Manville, Box LIMA 

60, New York 16, JM 
New York. PRODUCTS 
*Reg. U. S. Pat. Off. 
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for high scrap losses. This was a 
bad habit to acquire, and it is most 
difficult to correct. His company has 
been engaged in this project and has 
had to do it without heavy expendi- 
tures for equipment. H. Winton 
Streeter, general manager, Foundry 
Division, Lehigh Foundries Inc., East- 
on, Pa., discussed shell molding and 
the use of shell cores which has re- 
sulted in considerable savings in the 
amount of sand handled. 

The session was concluded with an 
address by Lee C. Shaw, Seyforth, 
Shaw & Fairweather, Chicago, en- 
titled ‘“SShould the Malleable Industry 
Play Follow the Leader in Labor Ne- 
gotiations?”’ It was his opinion that 
the industry should not. 


OBITUARY 


AWSON VAILE, 67, executive vice 

president and director, American 
Blower Corp., Dearborn, Mich. and 
director, Canadian Sirocco Co. Ltd., 
Windsor, Ont. died June 19. Grad- 
uated from Purdue University in 
1909, he had been with American 
Blower since 1912. 

* * * 

Nathanie! R. Richardson, 56, vice 
president-works manager, Electric 
Controller & Mfg. Co., Cleveland, 
died June 14. Mr. Richardson, a grad- 
uate of Yale University, joined the 
company in 1924. 

* * * 

Daniel M. Randall, 70, former vice 
president of Somerville Iron Works, 
with headquarters in Chicago, died 
June 18. He retired in 1950. 

* * * 

Roy A. Lattimore, 63, owner and 
operator of Bakersfield Foundry, Ba- 
kersfield, Calif., died June 23. 


Small Industry Foreman 
Subject of Booklet 


The Small Business Administration 
has issued a new booklet, “The Fore- 
man in Small Industry.” Subjects 
range from an appraisal of the job of 
the foreman, through his recponsi- 
bilities and training functions, to his 
personal relationships and individual 
development. Suggestions offered in 
the booklet are built up in terms of 
things which can be done. Specific 
examples designed to be meaningful 
to all small plant operators are used. 

The booklet is No. 14 in SBA’s 
management series and was written 
by Philip E. Henderson, chairman, 
Department of Economics and Busi- 
ness Administration, Wilmington Col- 
lege, O. It can be obtained for 20 
cents from the Superintendent of 
Documents, Washington 25. 
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ROIT ELECTRIC 
KUHLMAN ELECTRIC COMPANY 





millions... 


from metal 
melted by 


DETROIT 


ROCKING 


ELECTRIC 
FURNACES 


Recently, the 11,500,000th Neptune 
meter was produced. This, like the 
bronze-cased Neptune meters for 30 
years, was made from metals melted 


in a Detroit Rocking Electric Furnace. 


The six DEF Furnaces in Neptune 
Meter Company’s foundry are under 
constant pressure to meet production 
demands which call for hundreds of 
tons of melt per month. To meet 
quality standards, melts must be uni- 
form, of exact analysis, and produced 


with economy and speed. 


The indirect are and controlled rock- 
ing action of Detroit Furnaces bring 
important advantages to production 
of both non-ferrous and ferrous melts. 
To learn how these advantages can 
benefit your foundry operations, let 
our engineers analyze your melting 


requirements. Write today! 


FURNACE DIVISION 


& 


BAY CITY, MICH. 


—~ 
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New Penn-Rillton plant for manufacture of foundry facings and core binders 


New Processing Plant Has 


EFFICIENT DUST CONTROL 


A NEW plant of the Penn-Rillton 
Co. at West Elizabeth, Pa., for 
the processing of lump coal and coal 
tar pitch into foundry mold facing 
and core binder materials, sets new 
standards in dust control and dust 
collection. The plant houses one of 
the most concentrated and complete- 
ly automatic installations of mate- 
rials handling and processing equip- 
ment ever packed into an area of 
comparable size. 
Foolproof interlocking 
controls, explosion-proof motors and 
electrical equipment, and an all-in- 
clusive dust control and collection 
system have been provided by the 
Austin Co., which designed the plant 
and processing installation in the in- 
terests of efficiency, economy and 
safety, as well as working conditions. 
Because of the nature of the raw 
materials and products processed in 
the plant, a highly efficient dust col- 


automat 





lecting system is required. The en- 
tire conveying and processing instal- 
lation is completely enclosed and 
lust-tight. A negative pressure is 
maintained in the system by the dust 
collecting equipment, with one col- 
lector for pitch dust and one for 
seacoal dust. The collectors may be 
operated in combination or independ- 
ently. 

Lump coal and dry coal tar pitch 
are received by rail, conveyed by 
belt to a single roll crusher, then ele- 
vated to the top of the building. 
Passing through screw conveyors, the 
coal and pitch are delivered to their 
respective storage silos of 100-ton ca- 
pacity. Additional processing equip- 
ment reduces the materials to 200 
mesh or finer before they arrive at 
bagging machines on the main floor. 
Present manufacturing area meas- 
ures 74 x 100 ft; this leaves consid- 
erable room for future expansion. 


Manufacturing area is 74 x 100 ft, leaves considerable room for expansion 
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Southern Foundry 


(Continued from page 93) 


taken the progress.ve attitude that 
a foundry should sell a cast engi- 
neered part, not merely a casting. 
To this end it devotes cons:derable 
attention to design service to cus- 
tomers — existent and potential — 
with a full-time engineer engaged 
solely in product development work. 
As a result, it has been successful 
in translating into casting business a 
number of parts previously made by 
other methods of fabrication. 

The company operates a fairly 
complete machine shop, which per- 
mits delivery of semifinished, if noi 
completely finished, castings for cer- 
tain applications. This frequently 
has proved an additional valuable 
service to customers. A _ shop for 
pattern repairs also is operated. 

Ross-Meehan has seen the need for 
continuous training of its personnel 
for maximum performance. A man- 
agement development program, con. 
sisting of ten weekly two-hour con- 
ference type meetings, has_ been 


given to the entire supervisory 
eroup, including foundry, office, 


sales, purchasing and standards de- 
partments. The company is thought 
to be the first foundry in the South 
to have this type of program, which 
is conducted by the University of 
Tennessee, Division of Extension, 
with Prof. David M. Faulkner con- 
ducting the courses. The main 
topics center about various phases 
of dealing with people in the shop. 


Program Fits Needs 


This training program is unique 
in that it is tailor-made to the com- 
pany’s needs rather than being a 
“canned” program. Through these 
conferences it is felt that the fore- 
men will not only be better super- 
visors in their departments, but that 
they will develop a greater appre- 
ciation of the problems met by, and 
need of co-operation with, other 
foremen and staff people. The in- 
tended end result is team building. 

In addition to supervisory train- 
ing, the company is conducting ap- 


prentice, molding techniques and 
safety training programs. Tangible 
evidence of its success in safety 


work is the fact that for the last 
four years the company has _ been 
an award winner in the safety con- 
test conducted annually by the Stee! 
Founders’ Society of America. Work- 
ers who do incur injuries are as- 
sured of expert care in the com- 
pany’s new and immaculate first-aid 
department where a registered nurse 
is on continuous duty, This unit is 
(Concluded on page 166) 
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lo WORTH He Aicze. 


THE TRUE VALUE OF A GRINDING WHEEL is measured by the quality 
and quantity of the grinding it does . . . not by its price. 
This real value can be determined only by finding the cost per pound 


of stock removed and checking the accuracy and finish 
of the surface left on the work. 


Judge BAY STATE “WHEELS OF PROGRESS” on this basis. You'll find that their 


exact fein Sin and consistent cool-cutting characteristics 


produce longer, more useful life .. . that keeps 

real grinding costs at a minimum. 

. 30 . . e . f 
BAY STATE'S Factory or Distributor Representatives will be glad me 


to show you how “WHEELS OF PROGRESS” can bring about 
reductions in your true grinding costs. 





BAY STATE ABRASIVE PRODUCTS CO., Westboro, Mass., U. S. A. j 
Branch Offices and Warehouses — Chicago, Cleveland, Detroit, Pittsburgh Ask for BAY STATE'S 


Distributors — All principa! cities t . ” 
n-The-Job 
In Canada: Bay State Abrasive Products Co. (Canada) Ltd., Brantford, Ont, O . J ” . 
Engineering Service. 


Manufacturers of all ly pres of Quality Abrasive Products 





Vea 


PAN 
S74 


August 1954 165 








Ltd., London, to be its first chair- 


(Concluded from page 164) British Pattern Society ar ce | a ee 
man : 


incorporated in a recently rebuilt 


and modern, air-conditioned office Holds First Meeting members were elected to the execu- 
structure. tive council: 

For more than 20 years Ross-Mee- . The Queens Hotel, Birmingham, L. Brown, Premo Pattern Co. Ltd., 
han has been under the capable di- ae — bate oe : = Birmingham; N. Fisher, Uaieereni 
rection of one of the industry’s out- <4 os ae oS e Nationa Pattern Co. (London) Ltd., London; 

Society of Mas- N. Gott, Hargreaves & Gott Ltd., 


standin foundrymen. When Gus 
ad y ter Patternmak- Birmingham; W. D. Hartley, Fellows 








eh: ie ; Gs : 2ePeagsor 
a & Darby Lid, Birmingham; E.G 
firms from vari- Rowen, Pattern Equipment Co. 
who for a number of years had been ous parts of the (Leicester) Ltd., Leicester; R. Sargin- 
vice president of the company. Mr. United Kingdom K son, Sarginson Bros. Ltd., Coventry; 
Robbins joined Ross-Meehan in 1918 — were enrolled as é R. Scott, H. C. Hopper (Kingston) 
as assistant general manager, fol- charter members. Ltd., London; R. J. Seymour, Sey- 
lowing seven years with the Marion This list will re- mour’s Castwell Foundry Ltd., Derby; 
Malleab!e Iron Works, Marion, Ind., main open for J. Vickers, John Vickers & Sons, 
where he was secretary and sales one month, after Darlington, and A. Whitehouse, Pat- 
manager. <A past president (1939) which firms or | : tern & Model Mfg. Co. Ltd., Coven- 
of the Steel Founders’ Society of individuals will . try. 
America, Mr. Robbins was awarded be accepted as B. LEVY V. C. Faulkner was elected an hon- 
its Frederick A. Lorenz Memorial regular members. : orary member in recognition of the 
Medal in 1940 in recogn'tion of his The society unanimously elected support and work he had given to the 
activities in society affairs. B. Levy, B. Levy & Co. (Patterns) organization of the new society. 
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auxiliary spout in a sideways position so that metal 

e could be poured both ways to service two pouring 
Second Cupola Spout Delivers Hot ladles suspended from overhead bridge cranes. The 
cupola tender learned to tap left handed to avoid 


Metal to Side Bay of Foundry having to move when he changed from one spout 


to the other. 


By D. W. HARRIS 
Tulsa, Okla. 





7 
| | Automatic Mold Counter Designed 
WHEN a cupola is located in the side bay of a ‘ 
foundry and the spout delivers metal only to the For Use on Squeezer Machine 


main bay, the problem of delivering molten metal 


back to the side bay quickly and with minimum By ROBERT J. PUTNAM 
heat loss sometimes exists. This difficulty was Industrial Engineer 
solved in one foundry by adding a second spout to Kennedy Valve Mfg. Co. 
the cupola to supply metal to the side bay. Elmira, N. Y. 


A stationary, geared bull ladle was placed at the 
HERE’S an automatic mold counter that is simple 


and foolproof for use on a squeezer machine. A 























” ——~—CO& pressure switch is mounted just ahead of the 

Re Ay, | He ot Fi gk “) Lapue squeeze exhaust valve. When a mold is squeezed, 
WITH ELECTRIC _— Nea CRANEWAY a the pressure switch is actuated, starting a time 
HOIST TO = delay relay. The time delay is set at the minimum 

ee crantiar S10 oevice ONG) (eo) mold cycle to prevent a double squeeze from double 
MACHINES Ng BAY craNeway counting. At the end of the delay relay cycle a 














magnetic counter is actuated from which an accu- 
rate tabulation can be taken. 

















TIME DELAY RELAY CONTACTS 


—*— RELAY COIL = 
PRESSURE 
er 
| CURRENT -lIOV, 60 C MAGNETIC 





COUNTER 





Do you have any tricks of the trade tucked away 








with your foundry experience? Why not release 

them to fellow foundrymen? FOUNDRY will pay a 

minimum of $15 for each idea submitted and pub- 

lished. Send a photo or drawing with your <8 
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Better castings cost less... 


with 
RESINOX | 

















Photo courtesy of Midwest Foundry Company, Coldwater, Michigan 


Here are shell molding savings that speak for 
themselves! 60% saving in production time... 
80% less machining...up to 50% closer tol- 
erances...production rates increased threefold 
...labor costs cut in half...initial plant cost 
reduced 25% ...14% more metal yield...up 
to 4 times more production per man hour... 
half a million close-tolerance items without a 
single reject. These are actual results, reported 
by leading foundries who use Resinox 
molding resins. 


shell 


The quality of the resin is an all-important 


Resinox 


Please send me complete information on: 


MONSANTO 


® 


SERVING INDUSTRY... WHICH SERVES MANKIND 


Name & Title 


Company 





Address 


City. Zone, State 
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MONSANTO CHEMICAL COMPANY, Plastics Division, Room 570 


Monsanto phenolic resins; 


part of shell molding. And Resinox resins, as 
used by hundreds of foundries, produce castings 
with more uniform quality, better finish, far 
lower reject rate and more accurate dimensions 

at impressive savings. Like all Monsanto 
foundry resins, Resinox is research-developed 
and shop-tested to meet your requirements. 

For information on Resinox shell molding 
resins, Resinox phenolic and Resimene* urea 
resins for core binding, and Lytron* sand con- 
ditioner for conventional sand casting, mail 
the handy coupon today. 


Mass. 


*Reg. U. S. Pat. Off 


7, Springfield 2, 
shell molding resins: Monsanto core binding resins 


Lytron sand conditioner 
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Removable Ready-Power Units 













give you 
off-the-truck 
maintenance 
















Keep trucks on the job where they belong! 


If you Jike the simplicity, economy, and full 
power of gas-electric or diesel-electric drive ... 
if you /ike the idea of engine tune-up without 
truck downtime . . . READY-POWER IS THE 
ONLY ANSWER. Power units may be installed 
or removed from trucks in minutes! Sizes for all 
makes and types of electric industrial trucks. 

Write for details. 
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READY-POWE 
The READY-POWER Co., 3813 GRAND RIVER AVE., DETROIT 8, MICH. 


Manufacturers of Gas and Diesel Engine-Driven Generators and Air Con- 
ditioning Units; Gas and Diesel-Electric Power Units for Industrial Trucks 






Alloy Casting Institute 
Elects Officers 


C. K. Lockwood, vice president, 
Stainless Steel & Alloys Division, 
Shawinigan Chemicals Ltd., Mont- 
real, Canada, was elected president 
of the Alloy Casting Institute at the 
close of its 14th annual meeting at 
Hot Springs, Va., June 29. He suc- 
ceeds G. A. Baker, vice president, 
Duriron Co. Inc., Dayton, O. 


Cc. K. LOCKWOOD 


A native of Brighton, Ont., Mr. 
Lockwood was graduated from McGill 
University with a chemical] engineer- 
ing degree in 1934 and a metallurgi- 
cal engineering degree in 1935. He 
joined Shawinigan Chemicals in 1937, 
became vice president in 1953 and a 
director this year. 

Thomas Rutherford, the Midvale 
Co., Philadelphia, was elected vice 
president, succeeding Mr. Lockwood. 
EK. A. Schoefer, Mineola, N. Y., was 
re-elected executive vice president 
and treasurer. 

Three new members were named to 
the institute’s board of directors. 
They are: C. M. Ruprecht, president, 
Electro-Alloys Division, American 
Brake Shoe Co., Elyria, O.; B. B. 
Evans, sales manager, Empire Steel 
Castings Inc., Reading, Pa.; and J. D. 
Hagans, sales manager, Ohio Steel 
Foundry Co., Springfield, O. 

Reports of research work on cast 
heat-resistant and corrosion-resictant 
alloys were presented during the 
three-day meeting of the institute, 
technical association of the high al- 
loy foundry industry. 


Erects New Plant 


Lithium Corp. of America, Min- 
neapolis has started erection of a 
new plant in Bessemer City, N. C. 
Financed by private sources the ex- 
pansion will cost an estimated $7 
million. Plant is expected to begin 
operations Dec. 1. 
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Qutstanding Machinability. . . All-Purpose Economy 


EX 











ALUMINUM 
ALLOY 


A quality all-purpose alloy that gives you outstanding economy on 
the production line—that’s Apex Z-33. Developed by Apex to combine better than 
average mechanical properties, uniform casting characteristics and exceptional machin- 


ability, Z-33 has been thoroughly proved in both foundry and final application. 
Its as-cast properties are right for most castings, it can be heat 
treated for highly stressed castings, and it has excellent dimensional stability with 
an aging treatment. Apex Z-33 takes anodizing and other chemical and electrochemical 
finishes, responds beautifully to buffing and polishing. 


In your profit-minded operation there’s a definite place 
for the versatile, economical applications of Apex Z-33. 


Send without obligation for 
information covering complete specifications 
and properties of Apex Z-33. 


CHICAGO « CLEVELAND + LOS ANGELES 
Research leadership 


back of every 
ingot 


INDUSTRY BRIEFS 


yma Malleable Mfg. Co., Ash- 
land, O., plans a major plant ex- 
pansion program there. Construction 
is starting on a new foundry on a 
90-acre site for the production of 
pipe fittings, and operations are ex- 
pected to start next January. With 
the building of additional manufac- 
turing units the company eventu- 
ally plans to concentrate its produc- 
tion at the new site. Union has been 
operating Ashland Malleable Iron Co., 
a subsidiary, at another address. 


* * 


Foxboro Co., Foxboro, Mass., has 
completed a new 15,000-sq-ft plant 
in Pittsburgh which will double the 
company’s present instrument as- 
sembly, service and repair facilities. 
The company also opened a new 
plant in Dallas in April and another 
in San Leandro, Calif., to be ready 
for occupancy Aug. 15. 


* ~ * 


Carborundum Co., Niagara Falls, 
N. Y., is establishing a new subsid- 
iary in Puerto Rico to be known as 
the Carborundum Co. of Puerto Rico. 
It will manufacture bonded abrasive 
products and electrical components. 
Two buildings with floor space of 
150,000 sq ft will be located in Maya- 
guez, P. R. Arturo R. H. Hau will 
be general manager. 


* a * 


Olin Mathieson Chemical Corp. has 
been formed by the merger of Olin 
Industries Inc., East Alton, Ill. and 
Mathieson Chemical Corp., New 
York. Officers of the new firm are 
John M. Olin, chairman of the board, 
previously president of Olin Indus- 
tries, and Thomas S. Nichols, presi- 
dent, previously president and chair- 


man of Mathieson Corp. No changes 

in basic operations are contemplated 

and principal offices will be main- 

tained in East Alton, IIl., Baltimore, 

New Haven, Conn., and New York. 
* * * 

Consolidated Testing Laboratory 
Inc., 164 Cherry Valley Rd., West 
Hempstead, N. Y., has recently been 
formed for chemical, spectrochemical 
and metallurgical testing. The com- 
pany is affiliated with Industrial X- 
tay Inc. and Able Laboratory Inc. 
Arthur J. Mitteldorf, formerly east- 
ern representative of Jarrel-Ash Co., 
is director of the laboratory. Donald 
O. Landon, formerly research chem- 
ist, Armour Research Foundation, 
Chicago, is chief chemist. 


* * * 


3irdsboro Foundry & Machine Co., 
Birdsboro, Pa., has been purchased, 
subject to approval of the _ stock- 
holders, for $3,970,000 by Frederick 
W. Richmond, New York financier 
and industrialist. Business will re- 
main at its present location with its 
present management and personnel. 


* * * 


Standard Conveyor Co., North St. 
Paul, Minn., recently dedicated a new 
two-story office building. The rein- 
forced concrete structure, covering 
21,000 sq ft, is air conditioned and 
has modern lighting throughout with 
a color scheme designed to minimize 
eye strain. 

* * * 

Liptak Furnace Arches Ltd., 68 
Victoria St., London, S. W. 1., Eng- 
land, has been purchased by A. P. 
Green Fire Brick Co., Mexico, Mo. 
For several years the British com- 
pany has manufactured refractory 
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EXPANDS PLANT: 





Francisco plant at 400 Paul Ave. 








Link-Belt Co., Chicago, conveying, processing and 
power transmission equipment manufacturer, has expanded its West 
Coast facilities by construction of a three-story addition to its San 


Manufacturing, engineering and ware- 
house facilities and a factory branch store are in the new building, 
part of which is shown at right in photo above. 
building appears at left and the main plant structure is visible in rear 


The plant administration 








specialty products under license from 
the Green Co., and has designed and 
supplied suspended refractory arch 
and wall construction under license 
from Bigelow-Liptak Corp., Detroit, 
an A, P. Green subsidiary. It is 
planned to make the British-made 
specialties available in all export 
markets where dollar exchange is un- 
available. 
* * * 

Falk Corp., Milwaukee, has won 
special honors for an outstanding 
safety record. Louis W. Falk, vice 
president in charge of manufactur- 
ing, received an engraved plaque 
from Employers Mutual of Wausau, 
Wis. Falk’s accident frequency rate 
was cut from 19.2 in 1948 to 7.0 at 
the end of 1953. The 100 per cent 
eye protection program started in 
1950 has contributed greatly to the 
improved safety record. 


* * * 


Schmieg Industries Inc., Detroit 34, 
has completed an expansion program 
resulting in a 60 per cent increase in 
capacity. The company engineers and 
manufactures dust and fume control 
equipment, production and finishing 
systems, spray booths, industrial ov- 
ens, mechanical washers, and indus- 
trial sheet metal equipment. 


* * * 


Jack Mahaffey Equipment Co., 
1200 Freeport Rd., Pittsburgh, has 
been appointed sales representative 
for the Materials Handling Division 
of Union Steel Products Co., Albion, 
Mich. It will sell materials handling 
equipment in the western Pennsyl- 
vania area. 

* * * 

Shieldalloy Corp., 99 Park Ave., 
New York 16, has appointed Indus- 
trial Foundry Supply Co., 1434 How- 
ard St., San Francisco 3, and Gordon 
Sondraker & Co., 5259 Atlantic Blvd., 
Maywood, Calif., exclusive agents for 
its products in northern and south- 
ern California, respectively. 

* * * 

Insley-McEntee Equipment Co., 
Rochester, N. Y., has been named 
materials handling agent in ten 
northwestern New York counties by 
the Union Metal Mfg. Co., Canton, 
O., manufacturer of container-type 
materials handling equipment. 


* * * 


Long Island Die Casting Ine., 
foundry and machine shop, 21 Smith 
St., Inwood, Nassau County, N. Y., 
has been incorporated, listing capital 
stock of 200 shares, no par value. 

(Concluded on page 172), 
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Mold it, 






Move It, 


Ship it 





P-12 


Crane Handling Flask Single Face Steel Pallet 
with Two- or Four-Way Entry 





P-3-FHR Skid 
with Four-Way Entry 


PB-127 
Collapsible Box 
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With Republic Materials Handling Equipment 


August 1954 


REPUBLIC STEEL FOUNDRY FLASKS speed molding efficiency 
through ease of operation, ease of handling and through 
long trouble-free service. Republic Flasks are designed and 
built to meet your specific requirements. 

REPUBLIC STEEL BOXES, SKIDS AND PALLETS keep your 
materials on the move from receiving to shipping. They 
conserve valuable storage space. Cut your handling costs. 
Republic Boxes, Skids and Pallets are made in a wide range 
of sizes to meet the requirements of the individual job. 
REPUBLIC MATERIALS HANDLING ENGINEERS are available 
to help you solve your handling and flask problems. There is 
no cost or obligation for their services. Let us know when 
you would like one to call at your plant. 


Write for our new catalog No. 620 covering the complete 
line of Republic Materials Handling Equipment. 


REPUBLIC STEEL CORPORATION 


Pressed Steel Division 
6208 Truscon Avenue, Cleveland 27, Ohio 
GENERAL OFFICES * CLEVELAND 1, OHIO 
Export Department: Chrysler Building, New York 17, N. Y. 








REPUBUIG 
MATERIAUSIANDIINGEQUIPMENT 





171 














Visit 
our Exhibit 
at the 
FOUNDRY SHOW 
Public Auditorium 
Cleveland, Ohio 
May 8-14 
Booth 500—North Hall 


for use in: 
Metal Blasting 
Cleaning 
Peening 
Tumbling 
Cutting 
Abrading 


Provides: 
LONG LIFE 
UNIFORM SIZE 


UNIFORM 
HARDNESS 


LOWER COSTS 









L/D CUT-WIRE SHOT 





METALS DISINTEGRATING COMPANY, INC. 


HARRISON Chilled SHOT—Diamond GRIT—L/D Cut-Wire SHOT 
SUBSIDIARY OF AMERICAN-MARIETTA COMPANY 





+ te © 
i» i, oe oe ee 


one 





HARRISON 


Chilled 


SHOT 


These four important factors should be considered when 
appraising different kinds of metal abrasives: 


Rate at which the work is 
performed. 
HARRISON Abrasives provide 
fast work, with effective abrad- 
ing action. 


Appearance produced by the 
abrasive. 
HARRISON Abrasives eliminate 
the dull uneven finish of a soft 
abrasive. 





Close control of particle size. 
HARRISON Abrasives are 
closely screened, consistent in 
analysis. 


as a factor in the overall opera- 
tion. 


The fast action of HARRISON 
Abrasives means less cost. 


Shot and Grit have always led the field for 
quality and reliability—made by the pioneers in 
the Metal Abrasive Industry. 


Write for—latest Technical Bulletins 






HARRISON ABRASIVE DIVISION 






Elizabeth B, New Jersey 












(Concluded from page 170) 
Directors are Marie, John C., and 
John Schettino Jr., all of 1279 Wes- 
tervelt Pl., Hewlett, N. Y. Schettino 
& Schettino, 398 Central Ave., Law- 
rence, N. Y., filed the incorporation 
papers. 
* * * 

Day Co., Minneapolis, manufactur- 
er of dust control and bulk material 
storing and handling equipment, has 
purchased a factory building at 1153 
Sixteenth Ave. S. E., Minneapolis. 
The facilities will provide additional 
manufacturing space. 

* * * 

Blackmer Pump Co., Grand Rapids, 
Mich., has contracted with the Mee- 
hanite Metal Corp., New Rochelle, 
N. Y., to produce Meehanite castings. 
Blackmer’s foundry will produce 
these castings for use as component 
parts in its line of industrial pumps. 

* * * 

J. O. Ross Engineering Corp., 444 
Madison Ave., New York, manufac- 
turer of industrial air systems, has 
moved its Los Angeles branch office 
to the new Ross plant at 6417 Ban- 
dini Blvd., Los Angeles. R. W. 
Morsch continues in charge of the 
Los Angeles branch office. 

* * * 

Engineered Industrial Equipment 
Co., 30 Goodrich St., Buffalo 3, 
headed by J. Robert Fisgus with 
Robert J. Wilks, general manager, 
William J. O’Rourke, sales, and Pe- 
ter J. Bermel, field engineer, has been 
appointed distributor for the Ameri- 
can MonoRail Co., Cleveland. 

7x * * 

Palmyra Basic Foundry Inc. has 
been formed in Whitewater, Wis., to 
conduct a general foundry business. 
Incorporation papers were signed by 
C. J. Heinzelman and Edward B. La 
Plante, both of Mundelein, Ill., and 
C. J. Basser, Chicago. 

* * * 

Milwaukee Flush Valve Co., 301 
East Reservoir Ave., Milwaukee, has 
changed its name to Milwaukee 
Faucets Inc., to make the name more 
descriptive of the firm’s products, 
principally plumbing fixtures for the 
home, 

* * * 

Dow Chemical Co., Midland, Mich., 
has opened a new field office in Cin- 
cinnati at 2330 Victory Parkway. 
This office will handle Dow’s indus- 
trial and fine chemicals, plastics, 
magnesium and agricultural chemi- 
cals. 

* * * 

Papesch & Kolstad, Inc., 10707 
Capital Ave., Oak Park (Detroit 37), 
Mich., has been formed to buy, re- 
build and sell all types of heat treat- 
ing and melting furnaces and allied 
equipment 
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| AIR GRINDER 


Removes More Metal FASTER « EASIER « SAFER at LOWER COST! 


\ 
2 


Series 00 
20,000 rpm _“ 
















Series 1 
12,000 rpm 


Series 2 
Cone Grinder 


Series 2 
Angle Grinder 





There’s a size 







Series 3 


d style t 
anda style fo Surface Grinder 


Series 3 fit all your 
Straight Grinder grinding 

with Arbor 
Extension 






° . i ; ; 
applications! Check these advantages verany previous air grinder 













* Over-speed Safety Coupling ® Easier to carry — better 
* More power balance 

* Quieter exhaust ® Sure seating rubber-faced 
*® Adjustable exhaust positions throttle valve 

* Arbor Bearings are * Four types of handles 









permanently lubricated available 





One of our AIR engineers will gladly provide a 
convincing metal removing demonstration of these 
powerful grinders. There’s no obligation on your 
part — just phone or write — we'll do the rest. 








Series 4 


Heavy Duty 


Ingersoll-Rand 


11 Broadway, New York 4, N. Y. 
8-95 
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NEWS VIEWS 


NEW DIRECTOR: Clyde M. Adams, secretary of Bohn 
Aluminum & Brass Corp., Detroit, is sworn in as director 
of Aluminum-Magnesium Div., Business & Defense Services 
Administration, U. S. Department of Commerce. Mrs. Adams 
watches in background as BDSA Administrator Charles F. 
Honeywell administers the oath. Mr. Adams, on leave, re- 
places R. G. Boyd, Kaiser Aluminum & Chemical Sales Inc. 


— 
ws, . 


GIANT ROLL: Giant backup roll, cast, machined, and 
annealed by Continental Foundry & Machine Co., East Chi- 
cago, Ind., in one of its Wheeling, W. Va., plants, is 
said to be the largest ever made for use in a four-high 
steel rolling mill. It measures 60-in. in diam and be- 
fore machining weighed about 185,000 Ib. After machining 
operation was completed, finished weight was 147,000 Ib 


= . 
_ =~" _— 


WELL STACKED: Demand for the products of the old- 
est and largest foundry in Natal, South Africa, Durban, 
Falkirk lron Co. Ltd., caused such a production stepup 
that native laborers couldn’t handle shipments by hand. 
Fork lift trucks and modern materials handling methods 
were imported to eliminate bottlenecks, expedite goods 
in and out of plant and increase storage space by use of 
proper stacking techniques. Photo by the Towmotor Corp. 


MORE BUICKS IN THE AIR: As_ part of its billion 
dollar expansion program, General Motors Corp., is add- 
ing six cupolas, five shown here, to its Buick foundry at 
Flint, Mich. Upon completion of the addition this fall, 
daily capacity will be increased from 1400 to 2800 tons 
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Equipment shown here provides an inexpensive method of determining 
whether or not degassing has removed absorbed hydrogen from aluminum 


Gas Porosity in Aluminum Castings 


Removal of absorbed hydrogen from aluminum by flushing the molten 
metal with an inert gas such as nitrogen requires a means of de- 
termining when degassing is sufficient to produce good castings 


Dear Charlie: 

I’ve been having a lot of trouble 
lately with gas porosity in aluminum 
castings; this trouble has been crop- 
ping up every so often. In most 
cases the pin porosity is clearly vis- 
ible, but some castings which showed 
a clean surface when machined leaked 
when subjected to pressure. I have 
taken some of the clean castings over 
to a local university for examination 
under microscope, and they showed 
thousands of gas holes dispersed 
throughout. 

I am melting good, clean charges in 
an open flame reverb of the home brew 
variety, fired with a brute force 
burner that also is home brew. I 
have been using approximately 4 to 
6 cu ft of dry nitrogen per 100 lb of 
melt to degas. Sometimes this does 
the trick, but only too often I come 
up with a gassed heat. I am sending 
Exhibit A, under separate cover. 

I was wondering, Charlie, whether 
in your hoboing around you had ever 
come across any animal I could build 
for a few bucks which would let me 
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know whether I have degassed the 
heat sufficiently to give a better per- 
centage of gas-free castings. I have 
gone over my gating, molding, etc., 
and the finger of guilt points to the 
furnace. Flame is oxidizing. I am 
looking for a cheap but effective 
method. 
Sam 

P.S. How about a list of pedigrees 
on copper-base scrap as purchased 
from the scrap dealers? 

ik * * 
Dear Sam: 

Well, Sam, received the section of 
the aluminum casting you are having 
trouble with. Close examination shows 
pin porosity finely dispersed through- 
out. Your melting and molding prac- 
tice seems to be O.K. from what you 
write, since you state that this prob- 
lem is spasmodic and that some 
castings which apparently are sound 
and show a clean, machined surface 
will leak under pressure when put 
into service. 

The practice of degassing with the 
dry nitrogen you are using at the 


By C. W. AMMEN 


rate of 4 to 6 cu ft of gas per 100 
lb of metal is satisfactory under 
normal conditions with a 15 to 30- 
minute settling period, skimming 
just before pouring and pouring close 
to the sprue. Aluminum has negli- 
gible solubility with oxygen, but will, 
under the proper conditions, absorb 
large amounts of hydrogen. This can 
be removed simply by flushing the 
molten metal with an inert gas such 
as nitrogen, helium or argon or by a 
chemical action of chlorine. 


Must Know Quantities 


Now here’s the rub. You do not 
know how much hydrogen the melt 
has or has not absorbed for any 
given melt. So you don’t know how 
much degassing is sufficient to rid 
the melt of enough hydrogen to pre- 
vent its combination with oxygen to 
form H,O, which in turn leads to 
steam and to our friends the gas 
holes. I have seen many a heat which 
by all the rules was melted and de- 
gassed properly that produced cast- 
ings with an over-all dispersion of 
gas holes that were traced to the 
melt itself, but only after the castings 
had been scrapped. Without going 
into the metallurgical considerations 
and mechanics of gas porosity, I can 
say that your problem lies in your 
not knowing when the heat has been 
degassed enough to produce the high- 
est percentage of good, gasfree 
castings. 

Compound gas (water vapor) 
formed from the reaction between 
the hydrogen and metallic oxides is 
the prime cause of gas porosity. 
When the concentration of absorbed 
gas exceeds atmospheric pressure, it 
then explodes into visible gas holes. 
This condition might occur in the 
last stages of solidification, as is seen 
when a sprue which is_ shrinking 
normally suddenly backs up and 
starts to mushroom and spit, as you 
undoubtedly have seen them do. 

The following equipment will allow 
you to check the metal at the furnace 
and actually will accentuate the pres- 
ence of hydrogen, showing it in 
amounts below atmospheric pressure. 
Sam, you can build this equipment 
for less than $150, and it will save 
you countless castings. The equip- 
ment consists of a vacuum pump, a 
pressure cooker, a motor and a cou- 
pon mold, as per the enclosed dia- 
gram. 

From the diagram you will see 
that there are three major pieces— 

(Concluded on page 178) 


FOUNDRY 











Ce wa MN A 35 35 "5 =< =—_ - =, 





~ ew Dwr Fs 


co = =. = or ee 


~~ WS 


















































: oe ! 
Les Bae : ot | 
oo 3g i 
| 
| | 
| 
: i 
| | 
: Ly | 
| ; 
| ' 
} | 


The greatest development in metal abrasives_ oe 
Will last five times longer than regular shot | 
Produces a more attractive finish. == | 
Reduces maintenance expenses Py | | 
Requires less storage space penned | | 
Cuts down length of work cycle — ian 
Saves as much as half your shot cost___— 
Produces less dust _ | 
Out-performs all shot and grit on every point _ 















































DY METAL ABRASIVE CO. 


311 W. HURON ST., ANN ARBOR, MICH. 





Representatives in most principal cities 
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(Concluded from page 176) 

a standard, family-size pressure 
cooker, a small vacuum pump capable 
of producing 15 to 20 in. of vacuum 
and a suitable motor. Several pumps 
are available complete with motor 
for about $90. Pump and motor are 
mounted on a suitable base with 
enough room for the pressure cook- 
er. The stem on the lid of the cooker 
that carries the check valve is re- 
placed with a short nipple, a tee, 
a nipple and a gas cock, as per the 
drawing. If it is desired, a gage can 
be installed in the place where the 
little metal safety valve is located. 
At any rate, this little metal valve 
is removed; if no gage is used, it is 
stopped off, or the gas cock is put 
there, deleting the tee. With this 
done, a length of strong rubber hose 
such as that used on blowpipes is at- 
tached between the pump and the lid 
of the pressure cooker. Make sure 
that the hose is attached to the suc- 
tion side of the pump and that the 
pump rotation is correct. 
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Describes Procedure 





The equipment is used as follows: 
Place the preheated coupon mold in 


Control Today’s Costs the pressure cooker and start the 


pump. The lid should be off, with the 


PRI NT the Wei ht! relief cock open. With a hand ladle, 
oO e pour a sample from your degassed 


heat into the coupon mold in the 








New Toledo Printweigh Scales meet your needs today for pressure cooker. Quickly lock the 
closer cost control! Stop human errors in reading, remember- lid on and close the relief cock, Allow 
ing, recording . . . provide accurately printed weights with the coupon to solidify in the vacuum 
split-second speed . . . accurately recorded! chamber—about 114 to 2 minutes. A 

Printweighs are available for dial type scales in the great little fiddling soon will give you the 
new line of Industrial Toledos! 44 new features include tae correct timing. Release the vacuum 
new clean-line design . . . double-pendulum mechanism in by opening the gas cock, remove the 
one-piece sector .. . lifetime fulcrum. Send for new condensed lid, tien aut ie coupon mold and 


catalog No. 2001. Toledo Scale Co., Toledo 1, Ohio. | knock out the coupon into a bucket 
of water. Now section it with a hack 
or band saw and file smooth one of 
the surfaces with a vixen file. If the 
heat still is gassed, porosity will be 
visible clearly to the naked eye. De- 
gas until a clean vacuum sample is 
produced. 

With a little training, your melter 
can be taught to take these tests. 
You will find that this system of 
vacuum testing will show even very 
small traces of gas. Heats poured 
from which clean coupons were taken 
will produce a greater percentage of 
good castings. These coupons make 
excellent samples for etching and for 
micrographs. I know of two large 
producers of quality aluminum cast- 
ings who have used this system for 
a number of years with excellent re- 
sults. They check every heat by this 
method. 

Trust that this information will be 
helpful in reducing your pin porosity 
troubles. 








Sincerely, 


HEADQUARTERS FOR SCALES | Charlie 
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Two Compartment Car Type 
Mold Drying Oven. 











Single Compart- 
ment Rack Type 
Core Oven. 
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THE LANLY COMPANY * 780 PROSPECT AVE 
(om SS a's 2 Se eed ne) 





The Lanly reputation has been established as 
the result of the consistent incorporation of 
advanced, efficient design and high grade con- 
struction into every Lanly installation. 





Core baking, pasting and mold drying ovens as 
well as casting conditioning and heat-treating 
ovens are available in standard units. 

Write for Literature and 

Complete Information. 
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& Be. 





Four Compartment 
(Rack Type Core 
Oven. 


Car Type Core Oven.) 


(Drawer Type Core Oven. _ 
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“il get to 
BUFFALO ANY WAY 


eoeto get thoseBETTER 
BUFFALO PATTERNS” 


Foundry men will tell you, 
No matter where you go, 
They save a lot of money, 


With these patterns from Buffalo. 


Here engineering minds so smart, 
Plan all our jobs right from the start. 
And finer CRAFTSMANSHIP, it’s true, 
Produces patterns JUST FOR YOU! 


Buffalo Patterns you will find, 
Really give you peace of mind, 
Extra rigging is not for you, 


And no adapting need you do. 


Production schedules hit the top, 
Because our work will FIT your shop, 
And your scrap ratio DOWN will go, 


With these better patterns from Buffalo. 





BUFFALO PATTERN 
CORPORATION 








FORMERLY BUFFALO PATTERN WORKS INC 
MANAGEMENT OR OWNERSHIP 





832 HERTEL AVE., BUFFALO 16, N. Y. 
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EW permanent mold process 

said to be especially suitable 

for production of cteel cast- 
ings involves uce of a graphite mold 
coated with an aluminum wach. 
Work so far indicates a minimum 
life of 500 runs on relatively small 
molds. Castings produced are said to 
show dimensional accuracy, smooth 
surfaces and savings in cleaning 
co:ts. 

* * * 

CONCLUSIONS drawn by J. H. 
Gittus in a study of “Influence of 
Mold Factors on Casting Defects,” as 
reported in the April, 1954 issue of 
the Journal of Research and Devel- 
opment (Birmingham, England), are 
as follows: The composition of the 
mold influences the soundness of gray 
iron castings. Dry sand molds pro- 
duce sounder castings than green 
sand molds due to their greater rig- 
idity which initially restricts the ex- 
pansion of hot sand around the cast- 
ing, causing it to move into the mold 
cavity and subsequently reduces cast- 
ing expansion so that the solidifying 
eutectic expands into and fills the 
initially formed shrinkage cavity. 
Hence, the volume of the shrinkage 
cavity is reduced both by the expan- 
sion of the sand and that of the sol- 
idifying eutectic. Castings with high 
graphitic carbon content expand most 
and have the smallest shrinkage de- 
fects. Skin-dried molds and molds 
containing unexpanded vermiculite 
tend to produce sounder castings 
than ordinary green sand _ molds. 
Casting expansion is influenced by 
the moisture content of green sand 
molds, probably because the sands 
with the highest moisture content 
are more easily deformed. 

* * * 

LARGEST die casting machine 
ever built, according to reports, now 
is operating in the Doehler-Jarvis 
(Toledo, O.) division of National 
Lead Co. Taking two years to con- 
struct, the machine operates at 250- 
ton pressure, will make aluminum al- 
loy castings up to 75 Ib in weight 
and zinc castings up to 200 lb. Ma- 
chine is a joint development of Doeh- 
ler-Jarvis and Kaiser Aluminum & 
Chemical Corp. 

* * * 

INVESTIGATION on “Stress Re- 
quired To Hot Tear Plain Carbon 
Cast Steel” by Bhattacharya, Adams 
and Taylor, as presented at the an- 
nual meeting of the American Found- 
rymen’s Society, resulted in conclu- 
sions that hot tearing occurs at aus- 
tenite grain boundaries. At elevated 
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temperatures intercrystalline failure 
results from strain concentration in 
the grain boundaries and may be ag- 
gravated by weak or brittle constit- 
uents. Temperature at which tearing 
occurs depends upon timing and cev- 
erity of resistance to solid contrac- 
tion. It may occur after comptete or 
partial solidification and can occur 
as low as 1700° F. High S and high 
P steels are weak at elevated tem- 
peratures and more susceptible to 
tearing. Stee!s deoxidized with 0.025 
to 0.05 Al showed lower tear.ng 
stresses than thoce treated with 0.10 
Al while 0.2 Ti and 0.1 Al was most 
effective in increasing tearing stress. 


* * * 


GRAPHITE nodules may form di- 
rectly from the liquid or by decompo- 
sition of acicular carbide, according 
to a paper, “Solidification of Nodular 
Iron,” by H. Morrogh which was pre- 
sented at the recent meeting of the 
British Iron and Steel Institute. Cool- 
ing curves and quenching experi- 
ments showed the former while sites 
of the decomposed carbide were in- 
dicated by the segregation of nickel. 


* * * 


LABORATORY development of a 
refractory cement claimed impervious 
to penetration by molten aluminum 
recently was announced by Electro 
Refractories & Abrasives Corp., Buf- 
falo, N. Y. Material is designed for 
application in loop-type electric in- 
duction furnaces, and indications are 
that furnace operating life between 
relinings will be extended consider- 
ably. 


* * * 


METHOD of reinforcement of 
cores described in British patent No. 
698202 is use of string or fibrous 
material impregnated with resin. The 
resin is hardened either by heat or 
by use of an accelerator prior to in- 
sertion in the core. Impregnated 
string also may be used in the flex- 
ible state, which is said to result in 
an increase in tensile strength as the 
resin bonds with the core and is 
hardened during baking. Advantage 
of resin-impregnated string is that 
the material decomposes when metal 
is poured around the core, and is 
removed with the burned core sand 
7 * ¥ 

OFFICE of Technical 
Washington 25, recently has issued 
report PB 111287 entitled ‘‘Develop- 
ment of Composite Spectrophotomet- 
ric Procedures for the Analysis of 
Low-alloy Steels and of Aluminum 
and Its Alloys.” It describes methods 


Services, 


By EDWIN BREMER 






Metallurgical Editor 


for determining constituents of the 
mentioned alloys from a single sam- 
ple by taking suitable aliquots from 
the dissolved sample. Elements in 
steel determined by the method in- 
clude Cr, Cu, Mn, Mo, Ni, P, Si and 
V. In aluminum and its alloys they 
are V, Ti, Ni, Mo, Mn, Fe, Cu and 
Cr. Price of report is $1.50. 
* * * 

PAPER entitled “Design and Op- 
eration of a Modified Cupola” by 
F. A. Woolley which was presented 
at the recent annual meeting of the 
Institute of British Foundrymen de- 
scribes a method of applying auxil- 
iary heating to the well of the cu- 
pola. Three 6-in.-diam electrodes 120 
apart are inserted into the well with 
the lower sides on a level with the 
slag hole. Electrodes are connected 
to a 520-kva transformer with six 
tappings in 5-v steps from 25 to 
50 v. Power is used only as required 
to keep metal temperature up to de- 
sired range. Data show temperature 
being raised from 2640° F to 2720 
F in 45 minutes with con:umption 
of 140 kwh. Equipment is attached 
to two cupolas melting 8 tons per hr. 

* o*’” * 

CASTING and heat treating prac- 
tices that will impart better physical 
and mechanical properties to ML 
aluminum alloy (4 Cu, 2 Ni, 2 Mg, 
0.3 Mn, 0.3 Cr, 0.05 V, 0.1 Ti) are 
given in report PB 111329 issued by 
the Office of Technical Services, 
Washington 25. Title is “Properties 
of ML Aluminum Alloy,” and points 
out the alloy must be held at ap- 
proximately 1500° F for at least 30 
chlorination and 
pouring tem- 


minutes prior to 
pouring. Gating and 
peratures are similar to those for the 
Y alloy. Typical tensile strength at 
room temperature of 33,000 psi in the 
as-cast state may be increased to 
15,000 psi by heat treatment at 950 
F and aging at 250° F. Price of the 
report is $1. 
« *« * 

UNDERCOOLED graphite results 
from decomposition of carbide, some 
of which may be formed before the 
eutectic arrest, according to a study 
described in a paper, ‘‘Undercooled 
Graphite in Cast Iron and Related 
Alloys,” by H. Morrogh and W. J. 
Williams which was presented at the 
recent meeting of the British Iron 
and Steel Institute. This carbide is 
hypereutectic in character, from 
which it derives its acicular appear- 
ance. Undercooled graphite in high- 
silicon alloys can form as a result of 
the decomposition of a silico-carbide. 
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WHITING ENGINEERING HELPS 


Solve 


DIFFICULT SPACE PROBLEM 
AT AMERICAN BRAKE SHOE FOUNDRY* 


Take a look iriside one of Chicago’s busiest foundries! See how 
much action American Brake Shoe crams into 9520 square feet 
of space. With this total area for molding, charging and pouring, 
American’s production averages 143 tons of castings per eight-hour 
shift ... more than 30 pounds of castings per square foot of space! 


The reasons? Expert engineering, plus two Whiting Cupolas and a 
fast moving skip hoist for charging. Only two men are now needed 
for charging operations—75 per cent less than required by former 


methods. 

Let Whiting foundry engineering, as typified by this installation, 
help you now ... to increase production at lower cost. Write today 
for complete information. 





WHITING CORPORATION 


15607 Lathrop Avenue, Harvey, Illinois 


American Brake Shoe has similar installations at Meadowlands, Pa.; 
Kansas City, Mo.; Melrose Park, Ill.; Pomona, Calif. and Medina, N. Y. 


WHITING FOUNDRY PRODUCTS INCLUDE: 


Cupolas e Cupola Spark Suppressors e Cupola Hot Blast Equipment e Cupola Blast Moisture 

Control Equipment e Cupola Charging Systems e Cradle Furnaces e Hot Metal Mixers e Duplex 

Melting Systems e Air Furnaces e Electric Melting Furnaces e Ladies # Ladle Handlers e Ladle 

Preheaters ¢ Tumbling Mills e Annealing Ovens e Transfer Cars e Pulverizers e Pulverized Coal 

Firing Systems e Turntables e Electric Traveling Cranes e Trackmobile e Trambeam Overhead 
Handling Systems e Electric Chain Hoists 
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3. Bucket approaches cupola 
charging opening 








ACTIVITIES OF FOUNDRY GROUPS 





Ontario 


aL regular meeting for the 

1954-55 season of Ontario Chapter 
of the AFS was held May 28 at the 
Royal York Hotel, Toronto. More 
than one hundred couples joined in 
the ladies night festivities. F. W. 
Kellam, Electro Metallurgical Co. of 
Canada Ltd., program chairman, ar- 
ranged an enjoyable cocktail hour, 
dinner, dancing, floor show and priz- 
es. Incoming chairman, F. J. Ruther- 
ford, Refractories Engineering & 
Supplies Ltd., was introduced with 
other newly elected officers.—M. W. 
Hollands, General Smelting Co. of 
Canada Ltd. 


Western Michigan 


ree tS for the 1954-55 chapter 

year were elected during the May 
3 meeting of Western Michigan Chap- 
ter of the AFS at Cottage Inn, Mus- 
kegon, Mich. John A. VanHaver, 
Sealed Power Corp., is the newly 
elected chairman. Other officers are 


George W. Bartlett, Neway Equip- 


ment Co., vice chairman—program 
chairman; John B. Powers, Campbell 
Wyant & Cannon Foundry Co., sec- 
retary; and Henry A. Laforet, Lakey 





WISCONSIN Chapter of the AFS met May 21 to 
honor apprentice contest winners and initiate 11 


view at left are Donald Tetzlaff, Allis-Chalmers 
Mfg. Co., first place, national apprentice contest, 
and his instructor, A. A. Boltoni, Milwaukee Voca- 





SOUTHERN CALIFORNIA Chapter 
of the AFS held a three-session sand 
course during May at the University 
of Southern California, conducted by 
Frank S. Brewster, Harry W. Dietert 
Co., Detroit. Above, left to right, 
are Charles Gregg, Gregg Iron Found- 
ry, chapter chairman, Mr. Brewster 
and Hubert Chappie, National Supply 
Co. Photograph through courtesy of 
K. F. Sheckler, Calmo Engineering Co. 


Foundry Corp., treasurer. 

F. J. DeHudy, Centrifugal Foundry 
Co., retiring chairman, was elected 
a director and presented with an 
honorary plaque. Chapter officers an- 
nounced that a donation of $1000 was 
made to the D. J. Campbell Memorial 
Fund to be awarded to qualified 
foundry students in the form of a 


ccholarship. 


Joseph S. Schumacher, chief engi- 





tional School. 





neer, Hill & Griffith Co., was the 
main speaker on the subject of 
“Foundry Sands.” A lively discussion 
period followed his talk. C. H. Cousi- 
neau, Carpenter Bros., was technical 
chairman of the evening and intro- 
duced the speaker.—_Wilson W. Hicks, 
Sealed Power Corp. 


Northern California 


EWLY elected officers for the 
1954-55 season have been an- 
nounced by the Northern California 
Chapter of the AFS. John Berming- 
ham, E. F. Houghton Co., San Fran- 
cisco, is the new chairman. Other of- 
ficers are Clayton D. Russell, Phoen- 
ix Iron Works, Oakland, Calif., vice 
chairman; Davis Taylor, American 
Wheelabrator & Equipment Corp., 
San Carlos, Calif., secretary; and 
Fred <A. Mainzer, Pacific Brass 
Foundry Co., San Francisco, treasur- 
er. , 
Directors elected for a two-year 
term incude Nino V. Davi, Pacific 
Steel Castings Co., Berkely, Calif., 
Harold E. Henderson, H. C. Macaulay 
Foundry Co., Berkely, Roy A. Hoag, 
General Metals Corp., Oakland, and 
C. R. Tinsley, U. S. Pipe & Foundry 
Co., Decoto, Calif.—J. M. Snyder, 
Joseph Musto Sons-Keenan’ Co., 
Abrasive Division. 


Central Illino’s 


ENTRAL Illinois Chapter of the 
AF'S met in April at the American 
Legion Hall, Peoria, Ill., to hear How- 
ard H. Wilder, manager, Iron Found- 
ry Division, Vanadium Corp. of 
America, Detroit, speak on “Gray 
Iron Metallurgy.” Phillip) Burchell, 
(Continued on page 186) 


Other view shows F. H. Dorndorfer, 
Sterling Wheelbarrow Co., pinning a badge on Frank 
new members into the Old Timers Club. Shown in top Becher. In lower left view are some new initiates 


of the Old Timers Club and at right are winners of 
the apprentice contests. Photographs are through 
the courtesy of Walter Napp, Delta Oil Products Co. 
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Power! Control!! 
Production!!! 


with Schrader Valves 





Compressed air, plus automatic control, has given industry 
a muscle-saving power to produce more economically .. . 
without fatigue ... with increased production. 

Reliable valves are an absolute necessity. And Schrader 
Valves are the accepted solution, wherever air controls are 
used. Schrader Valves are designed and built by a company 
whose success dates back to 1844—more than a century of 
experience in air control. 

In the complete line of Schrader Valves you'll find two-, 
three- and four-way models... for hand, foot, tripper, cam, 
pilot or solenoid operation ... for practically any application. 

Compressed air has become a must in every plant. If you 
are not now using it, investigate it. And—wherever you actu- 
ally use compressed air—you’ll make its use most effective 
if you use the best valves possible—Schrader Valves. 

Find out how you, too, can put compressed air to work 
to save you money. For details, write—or, if you prefer, fill 
out the coupon below. 





A. Schrader’s Son 














® Division of Scovill Manufacturing Company, Incorporated © 

REG. U. S. PAT. OFF. e 465 Vanderbilt Avenue, Brooklyn 38, N. Y., Dept. M-4 _ ‘ 

‘ * ‘ * | am interested in more information on es See “ 

Leaders in air control since 1844 J ; 
e Name = : a scccsigiele nate 7 

- Company : a ee ss ad 

° . 

e Address _—— = 
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PHILADELPHIA Chapter of the AFS held its May meeting in the Engineers 
Club and heard talks on the “C” and “D” processes of shell molding by 
Kenneth Davis, foundry superintendent, Budd Co., and Warner Bishop, manager, 
Foundry Products Division, Archer-Daniels-Midland Co., Cleveland, respective- 
ly. Above left, Robert J. Buckenbill, left, Dodge Steel Co., steel molding 
national apprentice contest winner for the second consecutive year, receives 
a check from Daniel E. Best, chapter vice chairman. Above right, left to 
right, are Mr. Davis, W. Donald Bryson, Philadelphia Bronze & Brass Corp., 
technical chairman for the meeting, Mr. Bishop, and Charles O. Butler, Pal- 
myra Foundry Co. Photographs are by courtesy of Leo Houser, Dodge Steel Co. 





Heiden, Galva Foundry Co., vice 
chairman; and John F. Kauzlarich, 
Peoria Malleable Castings Co., secre- 
tary-treasurer. Larry Kinsinger, Ca- 
terpillar Tractor Co., was appointed 
a director for one year. John Hrvatin, 


(Continued from page 184) 
Pekin Foundry & Mfg. Co., technical 
chairman, introduced the speaker. 

Officers for 1954-55 were elected 
as follows: Burton L. Bevis, Cater- 
pillar Tractor Co., chairman; Roy F. 


v* is ae 
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NEW ENGLAND FOUNDRYMEN’S ASSOCIATION 
held its annual summer outing June 9 at Wachusett 
Country Club. Shown at lower left are Henry Sten- 
berg, Draper Corp., chapter chairman, and friends. 
Lower center view pictures L. P. Robinson, Archer- 
Daniels-Midland Co., Cleveland, and Thomas Curtin, 
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Caterpillar Tractor Co., and Ralph 
Greene, International Harvester Co., 
were elected directors for three years. 
—John F. Kauzlarich, Peoria Malle- 
able Castings Co. 


Washington 


BOUT 75 members of Washington 

Chapter of the AFS, their ladies 
and guests, gathered at Bremerton 
Elks Club in May to enjoy cocktails, 
a chicken dinner and an evening of 
dancing. Selections by a Scottish bag- 
piper were the entertainment high- 
light of the program.—Edmund F. 
Riedle, Puget Sound Naval Shipyard 


Cleveland Non-Ferrous 


EVENTY-FIVE members of Cleve- 

land Chapter of the Non-Ferrous 
Founders’ Society held a golf party 
and dinner at Ridgewood Country 
Club, June 18. Door prizes, free re- 
freshments and entertainment were 
included in the program. Several past 
presidents of the chapter were award- 
ed plaques in recognition of their 

(Continued on page 189) 





Waltham Foundry, chapter secretary-treasurer. Low- 
er right view depicts, left to right, J. B. Stazin- 
ski, General Electric Co., chairman, 14th New Eng- 
land Regional Foundry Conference, and friends. The 
other views show other association members at out- 
ing. Photos by C. A. Wyatt, Debevoise-Anderson Co. 
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get positive silicon control 








the originators of 
Silvery Pig Iron 
assure economical 
and dependable 


control 


SUM Ent 7 





THE RESULT OF RESEARCH (28 


he 


AND DEVELOPMENT. > 


Our experienced Metallurgical staff is available to help 
you select the correct grade of Silvery that best meets your 
specific requirements. 

Globe produces all grades of Virgin Ore Silvery Pig 
lron, and Electric Furnace Ferro-Silicons. 

Globe Iron Company originated Silvery Iron and for 
over 80 years has been in a class by itself—often copied, 
but never equaled. 


We invite you to write us direct for technical or other information 


globe iron company JACKSON, OHIO 





SALES REPRESENTATION 
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PICKANDS, MATHER & CO.; Chicago, Ill., Cleveland, O., Erie, Pa., 
St. Louis 1, Mo. 

CLEVELAND-CLIFFS IRON CO.; Cleveland 14, Ohio 

KERCHNER, MARSHALL & CO.; Cleveland 14, Ohio 

MILLER AND CO.; Chicago 4, Ill., and Cincinnati 2, Ohio 


For sales information, contact our nearest Sales Representative. 
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esulphurization wit 


THE ADVANT 


AGES 


pESULPHURIZING 


witH 


SOLVAY DENSE 


SODA ASH 





ast 


SOLVAY DENSE SODA ASH is especially effective for 
desulphurization. This 100% active material helps pro- 
duce better, more fluid metal . . . and gives you these 
other advantages: it’s free-flowing; the small grains melt 
very rapidly, allowing faster, more uniform dispersion; 
and it’s easily added by means of simple equipment. The 
use of Solvay Dense Soda Ash is a flexible one—you use 
only as much as you need. And remember, Solvay Dense 
Soda Ash is the /ow cost form of desulphurization! 


Further Information Contained in 
Valuable Book— Available on Request 


“The Advantages of Desulphurizing Molten Metal with Solvay 
Dense Soda Ash” has been published by Solvay for the benefit 
of the foundryman. It contains important information on the 
advantages you can gain by desulphurizing with Solvay Dense 
Soda Ash. It also explains what type of equipment is needed 
and how to obtain it. This book is available free—on request— 
by simplv writing to Dept. AT-8, Be sure to get your copy. 





SOLVAY 





SOLVAY PROCESS DIVISION 
{| Anes | ALLIED CHEMICAL & DYE CORPORATION 
|" Chemica 61 Broadway, New York 6, N. Y. 


BRANCH SALES OFFICES 








Boston * Charlotte © Chicago * Cincinnati ¢ Cleveland ¢ Detroit ¢ Houston 

New Orleans © New York ¢ Philadelphia © Pittsburgh ¢ St. Louis © Svracuse 
ja Ast al Soda . Potass R t - Calcium Chiorlde - Chlorine 

f ast { ring C A m Bicarbonate Sodium Nitri 

n Bicart Snow flak Cryst » Para hiorobenzene « Monochlorobenzene 
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(Continued from page 186) 
service. The custom will be continued 
annually. Those honored were E. L. 
Frantz, Apex Electric Mfg. Co., D. B. 
Kennedy, Gluntz Brass & Aluminum 
Foundry Co., R. T. Maneely and E. J. 
Reich, Hoffman Bronze Foundry Co., 
W. S. Beckenbach, Clark Cable Corp., 
and B. E. Weimer, Wellman Bronze 
& Aluminum Co. 


New England 


pat. meeting of the year of the 
New England Foundrymen’s Asso- 
ciation was held May 19 at the Uni- 
versity Club, Boston. A large crowd 
gathered to enjoy a smorgasbord din- 
ner and listen to reports of members 
who attended the AFS convention in 
Cleveland the week previous.—Alez- 
ander Beck, Whitman Foundry Inc. 


Mexico City 


EXICO CITY Chapter of the AFS 

held its regular meeting in Mex- 
ico City June 9 and heard a talk by 
Ing. Crispin Martinez on the “Design, 
Construction and Operation of the 
Cupola.” A film on electric welding 
also was shown. The July meeting 
was to be held in Puebla, Mexico.- 
N. 8S. Covacevich, Cia Proveedora de 
Industrias, S. A. 


Wisconsin 


OTEL Wisconsin, Milwaukee, was 

the scene May 21 of the old tim- 
ers and apprentices meeting of Wis- 
consin Chapter of the AFS. Eleven 
new members were initiated into the 
Old Timers Club, membership of 
which now totals 174, of whom 30 are 


NORTHEASTERN OHIO Chapter of the AFS met 
in Cleveland May 20 to elect new officers, honor 
the old timers, and enjoy a program of profession- 
al enfertainment. Nine past presidents were among 
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MICHIGAN STATE COLLEGE Student Chapter of the AFS held its annual 


Student-Industry banquet May 27 at Kellogg Center on MSC campus. Gosta Ven- 
nerholm, metallurgist, Ford Motor Co., spoke on “Application of Foundry Prac- 
tices to Automotive Engineering,” and John Smith, plant manager, Chevrolet 
Gray Iron Foundry, awarded 13 Foundry Educational Foundation scholarship cer- 


tificates to MSC students. 
for 1954-55. 


Shown above are the newly elected student officers 
Left to right, C. J. Thomas, chairman; Thomas J. Linton, vice- 


chairman; Mr. Vennerholm; Jacob Goldberg, corresponding secretary, and Rich- 
ard Morris, secretary-treasurer. Photo through courtesy of Michigan State College 


over 80 years old, and 42 are reported 
to be still at work. 

Cash prizes were distributed to 14 
apprentices who won honors in the 
chapter and national competition. In 
Wisconsin indentured apprentices 
must attend the Milwaukee Vocation- 
al School eight hours per week until 
they have 550 hours of their time 
served in foundries or pattern shops, 
Where they receive a wage approxi- 
mating 65 per cent of the journey- 
men’s pay rate. Pay scale varies with 


present at the meeting. 
the courtesy of S. N. Farmer, Sand Products Corp. 


different foundries and pattern shops. 
Under Wisconsin law, all foundries 
must work under the Wisconsin In- 
dustrial Commission Code. Appren- 
tices start at age 16 to 24. They sign 
for 832 hours training, depending 
upon education and progress they 
make during various periods. 

Charles Zahn, superintendent of 
foundries, Vilter Mfg. Co., has served 
ten years as co-chairman and fo! 
five years as chairman of the old 

(Concluded on page 192) 





those attending this final meeting of the 1953-54 
season. Depicted above are some of the old timers 


Photographs are through 
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For quality castings 
at low cost 


THEY COUNT ON OSBORN 




















Automotive transmission castings 
produced by this large Midwestern foundry 
meet rigid specifications for quality and 
uniformity. 
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For Cores. Fast, efficient production of top-quality large dry sand For Molds. Teams of Osborn Jolt Rockover Draw Machines and Jolt 
cores is accomplished with Osborn No. 444 Jolt Rockover Draw Strippers produce drags and copes, maintaining close tolerances for 
Machines. Performance records bear out Osborn machine depend- size and uniformity of molds. 

ability day after day. 





Low costs start with 


OSBORN dependability 


nena 
>| HE ability to operate continuously ... day after 
J day ...is why so many foundries prefer Osborn 
molding equipment. It is the reason why you should be 
considering OSBORN for your molding and core 
blowing needs. 


This producer of automotive castings, for example, 
has specified Osborn machines for making both molds 
and cores. And for good reasons. 


Performance reports show Osborn Molding 
Machines and Core Blowers operate at greater profit 
... turn out better molds and cores, in record time and 
without delays in foundry schedules. 





Osborn’s dependability is no accident. It comes from 
rugged designs, backed by top-quality materials . . . 
precision workmanship. Have an Osborn factory- 
trained representative survey your foundry operations. 
He can show you how to save money while improving 
the quality of your production. 


Osborn Model 643 Jolt Rockover Draw Machine. One of 
a complete line of molding machines and core blowers. 


THE OS80RN MANUFACTURING COMPANY 
5401 Hamilton Avenue Cleveland 14, Ohio 


O S N Another example of 
B OR Osborn leadership 


and advanced engineering 












MOLDING MACHINES CORE BLOWERS 








(Concluded from page 189) 
timers and apprentices committee of 
the chapter. He presided again this 
year. John E. Hubel 


Southern California 


OUTHERN California Chapter of 


the AFS held its June meeting 
at Rodger Young Auditorium, Los 
Angeles. The meeting was the annual 


occasion to honor old timers. A. 


Zima, International Nickel Co., gave 
a brief talk on behalf of all past 
presidents. 


Chairman-elect Charles R. Gregg, 
xregg Iron Foundry, introduced of- 
ficers elected for the new season. 

Lt. Don Blake, U.S. Naval Reserve, 
one of the originators of under-water 
demolition teams known as “frog 
men,” presented an interesting narra- 
tion on this fascinating subject. 

The chapter will hold its 19th an- 
nual summer picnic Aug. 14 at Lake- 
wood Country Club. Free beer, hot 
dogs, golf tournaments, horse-shoe 
pitching contest and other games are 
on the program.—Otto H. Rosen- 
treter, National Engineering Co. 





- . . first choice as an industrial 


yard crane because it has 


Rugged Stability! 


“Four-point suspension,” exclusive with Wayne Crane, 
keeps the upperworks level ... provides maximum sta- 
bility for operation even on rough ground. 

Rated at a full 10-ton capacity, the Model 20’s exceptionally 
short wheelbase and turning radius make it highly maneu- 


verable in the “tight spots.” 


Before you buy — compare — you'll see why you can’t beat 
the performance of a Wayne Crane! 


WAYNE (RANE 


Aeauy- Duty 


INDUSTRIAL CRA 


Also available: 


8-ton Model 66 crawler-mounted 
12/2-ton Model 40 truck-mounted 


FREE—Write today for a copy of the new “Hand- 
book of Data for the Proper Selection of Industrial 
NES Yard Cranes.” 





»-ton copocity 


g@ to 12" 





WAYNE CRANE DIVISION 


AMERICAN STEEL DREDGE CO. INC. e FORT WAYNE 1, INDIANA 
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Safety Works 


(Continued from page 83) 


The training of supervisors as well 
as of employees is one of the most 
important features of our accident- 
prevention program. Although Con- 
tinental has had foreman training 
programs for many years, the cor- 
relation of training and safety was 
emphasized beginning in the spring 
of 1952 when a full-time director of 
training and safety was assigned on 
a company-wide basis. For the past 
two years we have included discus- 
sions of the various phases of acci- 
dent prevention in our supervisory 
conferences. Last year, while the Steel 
Founders’ Society safety contest was 
being conducted (June, July and Au- 
gust), special supervisory safety con- 
ferences were held in all of our plants. 

In these conferences the records for 
the individual plants were discussed, 
and suggestions were made as to how 
supervisors could increase their effec- 
tiveness in the prevention of acci- 
dents. Obviously it is impossible to 
measure accurately the value of such 
conferences. We do know, however, 
that each of our three plants won a 
Certificate of Achievement in the 
1953 contest, the first time that all 
three had been given recognition in 
one year. We feel certain that there 
must have been some relationship 
between our safety training activities 
and the results obtained. 

As a particular indication of the 
effectiveness of a safety training 
program with a definite objective, I 
would like to recite our experience 
in the training of chainmen. Our 
foundries are all jobbing foundries 
which for the most part make rela- 
tively large castings. The movement 
of materials and of the work in 
process plays an important part in 
our every-day operations. During the 
first nine months of 1952, there were 
11 lost-time ‘accidents among the 
chainmen in one of our plants. After 
careful study and planning, a safety 
training program was set up in an 
attempt to reduce the number of ac- 
cidents in this occupation. 

Training sessions, including both 
talks and actual demonstrations, were 
arranged for all our chainmen on each 
shift. During the last three months 
of 1952, only one lost-time accident 
involved a chainman. In the entire 
year 1953 there were only four lost- 
time accidents involving chainmen. 
This, it will be noted, compares with 
the total of 12 in the previous year, 
with operating conditions practically 
identical. The same type of training 
has been extended to other specific 
occupations, and we are firmly con- 

(Concluded on page 194) 
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Sets nuts/4 times ag fast 
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NEW ROTOR IMPACT WRENCH 


pays for itself ih 9 weeks 


Gives you 2100 solid 
blows per minute 
to KO your 
high costs. 














JOB: Setting hex and socket nuts in gearless drill heads. Tool used 
only 25% of productive time. 

FORMERLY: By hand. Required 2 minutes per head. Often scored 
finished surface. 

NOW: Use new Rotor J-2 Impact Wrenches. Time cut to 0.5 minute. 





RESULTS: 4 times as fast. Savings paid for new Rotor Wrenches in 
8.7 weeks. Eliminates scoring of surface. 


A demonstration in your shop can show how these new Rotor tools ASK FOR 
can save you money! No obligation. Call your nearby Rotor analyst! BULLETIN 
No. 41 


ms (©) (0); K@\@) Aen 


CLEVELAND, OHIO 
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IF YOU WANT LOWER CLEANING 
COSTS, THEN YOU WANT A STEEL 


SHOT THAT GIVES YOU ALL THIS! 


¢ Maximum cleaning 
speed 


e Longer abrasive Life 
e Minimum parts wear 


¢ Low purchase price 


TRU-STEEL is that kind of steel shot. Controlled 
chemical analysis has made Tru-Steel a high- 
carbon steel shot of tool steel quality ... with 
the proper hardness for fast, thorough cleaning. 
And Tru-Steel /asts because it’s scientifically 
heat-treated and drawn for maximum toughness. 
Machine parts last longer, too, because Tru-Steel 
does not break into fines that cause wear. 


Cost? Thanks to new equipment and improved 
manufacturing techniques, Tru-Steel’s purchase 
price is lower* than any other steel shot of 
comparable analysis and heat-treatment. In other 
words, you get the best for less. Compare costs 
yourself and see. 


Sound logical? Write us today. We'll be glad 
to send you full information and prices. 


*In sizes most popular for blast cleaning. 


STEEL SHOT 


PRODUCERS, INC. ( 
BUTLER, PA. & 





Subsidiary of Pittsburgh Crushed Steel Co., Pittsburgh, Pa. 





Oldest and largest manufacturers of metal abrasives in America 
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(Concluded from page 192) 
vinced that it has done much to re- 
duce our accident frequency. 

Clean-up Helps Safety—One other 
activity into which we have entered 
is based on the theory that safety 
and an orderly work-place go hand 
in hand. For the past year we have 
been conducting ‘‘good housekeeping” 
contests in our plants. The details of 
the contests are different in each 
case, having been developed in the 
plant by the local operating and safe- 
ty supervisors. Each contest has been 
most effective, however, and certain- 
ly has resulted in an improvement in 
working conditions. 

Prior to the initiation of our house- 
keeping contest, about the only time 
a foundry received a good clean-up 
was during our spring clean-up cam- 
paign and when some special visita- 
tion demanded it. Now, with regular 
monthly inspections so scheduled that 
the supervisor and his employees 
never know when an inspection will 
be made, we find that our plants are 
kept consistently cleaner and more 
orderly—and therefore are more safe. 

These are some of our experiences 
in the drive which produced the 1953 
frequency of 7.86. We are firmly con- 
vinced that the foundry can be a safe 
place to work. We know, however, 
that achieving this goal will not just 
happen. Every one must work hard 
at accident prevention. Making the 
foundry a safe place to work is not a 
condition which can come overnight. 
It requires the constant vigilance of 
all supervisory personnel from top to 
bottom and the co-operation of the 
employees themselves. 


Management Society Sets 
Clinic for Chicago 


More than 2000 industrial engi- 
neers, works managers, plant super- 
intendents arfd supervisors are ex- 
pected to attend technical sessions 
and industrial exhibits at the 18th 
annual Time and Motion Study and 
Management Clinic of the Industrial 
Management Society at the Sherman 
Hotel, Chicago, on Nov. 10-12. 

Industrial leaders from all over the 
U.S. will discuss latest developments 
in the fields of time study, motion 
economy, job evaluation, methods, 
plant layout, materials handling and 
human relations. 

Feature of the event will be the an- 
nual methods improvement contest, 
with awards to companies and col- 
leges for outstanding advances in in- 
dustrial engineering techniques and 
applications. Inquiries may be ad- 
dressed to the Industrial Manage- 
ment Society, 35 East Wacker Dr., 
Chicago 1. 
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Produce More Castings Per Heat 
with 
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THERMOTOMIC “HOTOP” LIQUIDIZER 
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Exothermic Carbon Free Liquidizer For Iron, Steel, Nodular Iron 


This new head compound saves feeding metal in risers or feeding heads 
which can now be reduced in height 40 to 70% 


SOFFEL’S THERMOTOMIC HOTOP CAR- 
BON FREE LIQUIDIZER is different from other 
head compounds in that HOTOP LIQUIDIZER does 
NOT contain powdered metal, is NOT a thermit com- 
pound. It is a patented exothermic compound entirely 
free of carbon, sulfur and phosphorus and can be used 
without danger of contamination on any ferrous metal or 
alloy. 


HOTOP LIQUIDIZER also saves molding time 
as less sand is needed in the mold cope due to short 
height of risers) HOTOP LIQUIDIZER produces 
a liquid slag well over 4000° F. of heat and insulates 
the metal. The feeding metal will remain liquid at 
least 500% longer assuring adequate feeding while the 
casting cools and solidifies. Piping and shrink cavities 
caused by premature freezing of the feeding metal_are 


eliminated. 


GUARANTEED TO PRODUCE SOLID CLEAN CASTINGS 








SOFFEL'S FAMOUS CARBON FREE LIQUIDIZER 
FOR ALL METALS and ALLOYS 


SOFFEL’S EXOTHERMIC CARBON FREE LIQUIDIZER is the leader in major foundries for use on both ferrous and 
non-ferrous metals and also in ingot production. It is the origina! scientific non-carbon, exothermic compound 


for feeding heads and risers. 

When applied on the heads or risers CARBON 
FREE LIQUIDIZER reacts within itself exothermical- 
ly, producing a temperature above 3200° F. It actual- 
ly increases the temperature of the feeding metal to a 
point well above that of the metal in the main body 
of the casting, thus ensuring that the feeding metal will 
be the last to freeze. In this manner, shrink cavities in 











the casting caused by premature freezing of the feeding 
heads will be eliminated. After the exothermic action 
has ceased, the LIQUIDIZER forms a soft refractory 
insulating blanket on the metal. This confines the heat 
generated by the LIQUIDIZER and aids in maintain- 
ing the desired high temperature of the feeding metal 
in the heads or risers. 


MIC COMPOUND 


PATENTED 


FOR ALL METALS and ALLOYS 


THERMOVOMIC COMPOUND is a patented 
;xothermic compound that can be molded into any de- 
sired shapes and used as teeding ring inserts under risers 
or as facing application where it is desired to maintain 
tluidity of the casting metal. THERMOTOMIC per- 
mits reversal of the trend towards large feeding heads 
and risers, making it possible to use heads that are short- 
er and more compact with 114” feeder openings. 
NOTE: SOFFEL’S CARBON FREE 
in conjunction with THERMOTOMIC 
1L-X31 LIQUIDIZER. When 


and ordering a 


LIQUIDIZER 
COMPOUND. For 


trial sample, 


‘This permits easy removal of the casting feeding heads 
and sharp reductions in cleaning and finishing costs. 
When THERMOTOMIC is used as inserts or as fac- 
ing mixed with molding sand in the mold, heat at thin 
metal sections is retained until the thick main body of 
the casting has solidified, thus eliminating shrink cracks 
and improving grain structure and tensile strength. For 


use in green sand molds, use THERMOTOMIC W. P. 
(Waterproofed ) 


NO. 5 is recommended for use on top of feeding heads 


astings, use THERMOTOMIC ABC 
kind of 


aluminum 


advise the metal to be used on 


U. S. Patents No. 2,490,327 and No. 2,500,097 


PITTSBURGH METALS PURIFYING COMPANY 


World’s Largest Manufacturer of Fluxes and Purifiers For All Metals and Alloys 


1352 MARVISTA ST.. MB. F. 
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PITTSBURGH 12, PA. 
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NEW EQUIPMENT AND SUPPLIES 





Mold Conveyor: Jeffrey Mfg. 
Co., First Ave. and Fourth St., Co- 
lumbus 16, O.—Mold conveyor fea- 
tures articulated connections _ be- 
tween the cars and internal type 
takeups. Ball bearings are perma- 
nently lubricated and the bushings 
are oil impregnated. The cars are 
made up of a malleable iron chassis, 
chilled iron, flangeless wheels, and 
changeable tops. Tops can be either 
steel or cast iron, roller or hinged 
for automatic discharge. All mov- 
ing parts below the car tops are pro- 
tected from sand, shot or runouts 
by specially designed shields. Wheels 
cannot slide as they always are ra- 
dial to the curves. A _ crawl-drive 
unit moves the conveyor at desired 
speeds with a smooth motion. Con- 
veyor also can be operated intermit- 
tently by hydraulic drive. 

For More Details Circle No. 1—Page 199 


High-Purity Iron: Plastic Metals 
Division, National Radiator Co., 
Johnstown, Pa.—Technical data sheet 
PMS-24 gives typical analysis and 
prices of a 99.84 per cent pure elec- 
trolytic iron melting stock. Manufac- 
turer recommends the iron for pro- 
duction and research projects in met- 
allurgy and electronics. It is used 
also for the production of wire and 
plate where magnetic and electronic 
qualities are required, in vacuum 
melting processes for production of 
high-purity iron parts and as an ad- 
ditive to bring over-alloyed melts in- 
to control. Small sample is attached 
to data sheet. 

For More Details Circle No. 2—Page 199 


Drum Cleaning Machine: Amer- 
ican Wheelabrator & Equipment 
Corp., Mishawaka, Ind.—Airless abra- 
Sive blasting machine cleans and re- 
conditions 30 and 55-gal] steel drums 





before painting and coating opera- 
tions. It handles the type of drums 
used for holding foundry core binders, 
plastics, varnish, paint, grease, oil, 
gasoline, asphalt, chemicals or in- 
dustrial process materials. The ma- 
chine is capable of cleaning the ex- 
terior surfaces of closed-end drums 
and both the exterior and interior 
surfaces of open-end drums, together 
with the lids. Contaminants removed 
from the drum, plus the abrasive 
worn too small to be useful, are 
sorted out and the good abrasive is 
fed to the hurling wheel for reuse. 

For More Details Circle No. 3—Page 199 


Swing Frame Grinder: curtis 
Machine Corp., 1300 East Second St., 
Jamestown, N. Y.—Versatile swing 
frame grinder is made by an af- 
fillate company in Germany for use 
in small] and large plants for a va- 
riety of operations. It can be sus- 
pended and brought to heavy or 
bulky work. It can be _ rigidly 
mounted and used as a_ variety 
grinding and polishing unit. Design 
features include rugged construction, 





adjustable balance, high speed, ma- 
neuverability, positive and = con- 
venient tracking mechanism, and 
belt tensioning. It is driven by a 
3-hp motor at 3400 rpm providing 


7700 surface fpm. 
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Hand Truck: Magline Inc., 1950 
Mercer St., Pinconning, Mich. — 
Magnesium hand truck is rated to 
handle loads up to 450 lb. Truck 
weighs 16 lb when equipped with 
rubber-tired magnesium wheels or 20 
Ib when equipped with standard 
semipneumatic tires. It incorporates 
a shovel type nose unit and is de- 
signed for facility in moying bulky 
packages and irregularly shaped 
loads. It is completely assembled 
mechanically from component parts, 
with no welding employed. All parts 
are replaceable from stock. 

For More Details Circle No. 5—Page 199 


Nesting Stacking Box: Palmer- 
Shile Co., 16033 Fullerton, Detroit 
27, Mich.—All-welded nest ng stack- 
ing boxes, designed for heavy duty 
applications, nest one within an- 





other with a 6-in. clearance between 
box tops. Loaded boxes may be 
stacked by crane or fork truck by 
lifting, turning and tiering on the 
lower box. Made either with two 
corrugated sides and ends or both 
ends of expanded metal. Inside di- 
mensions at the box top are 45 in. 
long and 36 in. wide. Depth is 23 
in. Weight is about 190 lb with a 
capacity of 4000 Ib. 

For More Details Circle No. 6—Page 199 


Heat Treating Pots: Eclipse Fuel 
Engineering Co., Rockford, Ill.—Spe- 
cial impregnated metal coating on 
outside surface of pressed steel pots 
for heat treating reportedly makes 
possible 200 to 300 per cent longer 
life on some metal melting and heat 
treating operations. Coatings protect 
pot aguinst heat oxidation and scal- 
ing at various temperature ranges 
up to 1850° F. Combination of formed 
steel construction and metallized coat- 
ings is said to reduce pot-hour costs, 
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provide faster heat-up, cut fuel costs, 
permit more uniform heating, guard 
against sudden pot failures and in- 
crease furnace productivity. 
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Shell Mold Machine: Centrifu- 
gal Casting Co., P.O. Box 947, Tulsa, 
Okla.—Shell mold machine is said 
to maintain a production rate of 45 





to 60 shells per hour. The shell molds 
are 12 x 18 in. Investing period and 
curing time are automatically con- 
trolled. Radiant oven is used to heat 
the pattern as well as cure the shells. 
In the dump box a breaker screen 
is provided to insure even distribu- 
tion of the sand-resin mix regardless 
of the amount in the dump box. Hy- 
draulic air system requires 80 psi for 
motivation. 
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Warning Stripes: w. H. Brady 
Co., 727 West Glendale Ave., Mil- 
waukee 12-—Brilliant, diagonally 
striped self-sticking warning signals 
can be applied quickly to dangerous 
equipment and hazardous areas. 
Stripes are applied permanently to 
any clean, dry surface without mois- 
tening. Barricades, low or narrow 
areaways, elevator gates, pillars, 
electrical apparatus and trucks can 
be marked quickly. Stripes are 
stocked in 1, 1%, 2 and 3-in. widths. 
Yellow and black, black and white, 
and red and white color combinations 
are available. Acetate plastic is rec- 
ommended for indoor applications, 
polyvinyl plastic for outdoor applica- 
tions where dirt, grease, oil and solv- 
ents are prevalent. A reflective ma- 
terial is made for use wherever warn- 
ing signals with brilliant reflection 
are necessary. 

For More Details Circle No. 9—Page 199 


Limit Switch: Micro Switch, Di- 
vision of Minneapolis-Honeywell Reg- 
ulator Co., Freeport, Ill—A two-cir- 
cuit heavy-duty limit switch and a 
two-circuit basic switch have been 
added to the company’s line. The 
heavy-duty limit switch combines 
precision, two-circuit switching with 
rugged construction. Snap _ action 
spring accomplishes simultaneous 
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make and break of both contacts. 
Durable aluminum enclosure makes 
it useful as a control of two isolated 
circuits where switch is subjected to 
severe shock and impact. Switch is 
rated for 10 amp, 110, 220 or 440 v, 
ac and has a pilot duty rating of 6 
amp, 125 v, ac. The two-circuit dou- 
ble-break basic switch is %x % x 
14%, in. and’ is suited for reversing 
circuit applications where space is 
at a premium. 

For More Details Circle No. 10—Page 199 


Corebox Machine: castings 
Service Inc., 1006—11th Way South, 
P. O, Box 9115, Birmingham 5, Ala. 

Portable corebox machine can pro- 


Use Reply Card—Page 199 


duce half circular coreboxes from 
914 to 48 in. in diameter and any 
radius up to 15 ft. For straight 
coreboxes a ctraight edge is tacked 
or screwed to each side of the box 


for a guide. Radial coreboxes are 


For More Details on These Items 
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HAKEOUT and sand cleaner, 

rigged for front end loader 
feeding of sand and castings from 
molding floor, discharges castings 
at one end and magnetically 
cleaned sand at other. Floor pits 
are eliminated as the unit and all 
related equipment can be kept 
above floor level, with receiving 
hopper low enough to be acces- 
sible to front end loaders. Cast- 
ings are discharged high enough 
to load a sorting table or con- 
veyor for spruing and_ sorting. 
Sand is discharged over a 15-in.- 
diam, magnetic pulley at a height 
suitable for loading a skip hoist 
bucket. Tramp iron can be loaded 
in a wheelbarrow or tote box. 

Unit can be operated independ- 
ently or with other equipment to 





Shakeout Incorporates Magnetic Sand Cleaner 





become a complete sand condition- 
ing system. The weight limit of 
-astings is dependent upon type 
of loading equipment used, but 
dimensionally, castings are limited 
by the 14 x 24-in. discharge open- 
ing. Generally, castings scooped 
up with shakeout sand in a 12- 
cu-ft loader bucket can be handled 
satisfactorily. Designed as a unit 
for step-by-step mechanization of 
small and medium sizsd found- 
ries, the unit is applicable, ac- 
cording to the manufacturers, to 
any foundry making small cast- 
ings and handling sand with front 
end loaders. 

The machine is manufactured by 
Rover Foundry & Machine Co., 
158 Pringle St., Kingston, Pa. 

For More Details Circle No. 11—Page 199 































guided from the center. Cuts can 
be made diametrically or radially. 
The machine weighs 29 lb on a 
frame made to receive a 1-hp router. 
For More Details Circle No. 12—Page 199 


Sand Mixer: National Engi- 
neering Co., Dept. F., Machinery Hall 
Bldg., Chicago 6, Ill.—Sand mixer 
with 1000-lb batch capacity features 
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~ os sh The unit can be equipped with a Mfg. 
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said to offer increased sand capacity mix 
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Wax Injection Press: = Alexan- as li 
LL 7 der Saunders & Co., New York, N. Y. paste 
wash 


Wax injection press for  invest- 
















PsH LOW HYDROGEN ELECTRODES ) 83. | 
. , All 
7OLB (E7016) — Matches properties of Grade B and castings sad 

: of similar analysis after heat treatment. _ y 

2 P&H .25C (E7016) — For castings repair where carbon is + rm 
preferred to alloys for raising tensile strength. Lets you ee e 
match both chemical analysis and heat-treating properties, — 
a condition possible only with low-hydrogen coating. ange : 

3 75LP (E8016) — For 2% to 3% nickel steel castings. Charpy ta 
impact values of 20-35 ft. lbs. at—175° F. ~ 

4 P&H .40C (E9015) — For .40 carbon castings where you want — 
to match both chemical and mechanical properties. 84. | 

5 AW2B (E9016)— For repair welding of cast armor, “off : 

ire ae Chi 
analysis” and high-sulfur steels. 

6 PaH * 7 (€9016)— Matches properties of Grade C and ave 
castings of similar analysis after heat treatment. page 
9OLH-2 (£10016) — For high-tensile castings and alloy steels, briet 

7 g y , 
such as SAE 8630, 4130, and comparable types, where the steel 
weld metal must match the heat-treating properties of the fans, 
parent metal. and t 

ow WELDING DIVISION ment casting pattern reproduction 85. J 
Get all the story has a pressure range to 1000 psi and r 
on P&H Low-Hydrogen HARNISCHFEGER : é ao : He Wh 
Electrodes. Write canvacity up to los cu in. per snot, 23rd | 
for Bulletin R-26. CORPORATION The press uses a hydraulic pressure of W) 
4405 WEST NATIONAL AVENUE » MILWAUKEE 46, WIS. van Ro fonce wa Beek a seweille — 
, cylinder through an injection nozzle sealin 
: the FEN Lin . at controlled temperatures and pres- 
S 354,5 « £8 Ser ; f ts sae i : nee eae 
.. tight =e < ~ ae ; : t = sures, Wax temperature is kept 
med eT I 4 a 
— —— i? aw Mrs = under separate thermostatic controls SU 
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HERE ARE QUICK REVIEWS OF NEW LITERATURE—available 
to foundrymen as “‘idea’’ and reference information. Read- 
er in the United States and Canada may obtain copies by 
using the attached cards. Readers in foreign countries should 
write direct to the manufacturer offering literature. A 


Please send literature or detailed informe 


Penton Building, Cleveland 13, Ohio 
tion on subjects circled at left to— 
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1 2 3 4 5 6 7 8 9 10 

81. Shell Molding Techniques iskets for pouring basins and runner TF 62 Sh 6M“. US U6 UC IS 

? a: P boxes, and core prints r both dry 21 aan a 24 25 26 27 29 30 

General Electric Co., Chemical Div., RELL ER ve 31 32 33 «34«35 (363738) 390 

1 Plastics Ave., Pittsfield, Mass.—28- i a 41 42 43 44 45 46 47 «48 «49°~«50 
page illustrated manual CDC-272 a ia a 51 52 53 54 55 56 57 

comprises an _ up-to-date practical 86. Wire Rope, Slings, Assemblies 61 62 63 64 65 66 67 68 69 70 

handbook for the production of shell : ; ie : 71 72 73 74 75 76 77 #%78 79 80 
whyte Co. 2940 Fourteenth 81 82 83 84 85 86 87 5 


nolds and castings. Detailed infor- SMare a ene : ; : 8 
Ave., Kenosha, Wis.—Series of three 91 92 93 94 95 96 97 9 


illustrated catalogs, identified as 101 102 103 104 105 106 107 108 109 #110 


nation is given on all details of the 
G-15, S-8 and 5201, presents data on 117 112 113 114 115 116 117 118 119 120 


shell molding process, and trouble 
shooting hints, testing methods and 7 sth My a L ~ De tha. ton can ak, ca 
procedures al related rob- preformed internally lubricated wire 2 22 2 127 28 2 : 
‘elcicagp tig Mpc aaa accel aia rope for all types of equipment, slings 131 132 133 134 135 136 137 138 139 140 
141 142 143 144 145 146 147 148 149 150 
151 152 153 154 155 156 157 158 159 160 
82. Foundry Wash Compounds naekk crmitunte cial sankelditate: Matted 161 162 163 164 165 166 167 168 169 170 
National Lead Co., Titanium Alloy ; : Deas 171 172 173 174 175 176 177 178 179 180 
Mfg. Div., 111 Broadway, New York . ° 181 182 183 184 185 186 187 188 189 190 
6, N. Y.—Three eatadaa 4 aaoa ate 87. Rocking Electric Furnace 191 192 193 194 195 196 197 198 199 200 
bulletins provide description, list of Kuhlman Electric Co., Detroit Elec- 201 202 203 204 205 206 207 208 209 210 
characteristics and methods of using tric Furnace Div., Bay City, Mich 
TAM G-Z paste wash, Zircon utility 28-page illustrated bulletin 473 con- 


lems are covered. 5 
for moving and lifting materials and 


wirt ro} assemblies for machine 











mix and Zirconite paste wash. First tains extensive engin S) pera- 
is used as core and mold wash or tional and application data on the | 
us mudding compound; second i Detroit rocking electric furnace for Dn oa S 
mix for ramming furnace linings or automatic melting. Brass, bronze, co} 423% z 
lining wash, while third is core per bearing metals, zinc, nickel, B45 
paste for patching or a core and mold Monel! I iron, White iron, stain- fet & a Ei 
wash when diluted. ecial allo can b elted Qs a ¢ 
I l it S are esented Fags 
83. Foundry Resins bi 








Allied Chemical & Dye Corp., 


——s 88. Grinding Wheels & Shapes 


rett Div., 40 Rector St., New York, ind Quarri Co., Sterling 
N. Y¥.—Series of six technical data Grinding Wheel Div., Tiffin, O 
eports presents information on Prices for variou ivailable sj} 
Plaskon foundry resin R-146, bond- of Ster1 int grinding whe 3 2 
ig resin A-110, core binder resins found t-page illust1 - = 
901-2, 522-11L, 580-11L, and 895-12 folder. Th ire ‘ered in vitrified - 0 
Use instructions, advantages, specifi- 1 resinoid bond ith detachable - ~ 
cations and other data are included < pa. 
84. Ventilating Equipment 89. Ceramic Cores 2 
= 5 
@ 
> 
= 
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+ 


fans, roof exhausters, ventilating sets ze ranges available are show 


and turbo-pressure blowers. 


Penton Building 


Chicago Blower Corp., 9867 P if Ame! 1 Lava Orp., Chattanooga Fa) >= 
Ave., Franklin Park, II] Single- 5, Ten Alsimag’ | etin 532 con- aw 
page illustrated data sheet provides tains 4 t = Q 
brief descriptions of centrifugal, tre = 2 
steel plate, axial airfoil and propeller t Standard design and . 
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85. Joint Seal Compound stiteinke (Mate: Cntdiidbn: Cis, Sebel 


OSTAGE 


stage Stamp Necessary if Mailed in the United States 


BUSINESS REPLY CARD 











Whitehead Brothers Co., 324 W Bldg., Joliet, Ill Capsule informa * 
23rd St., New York 11, N. Y Uses tion on a variety of refractories, silica » 
Whitehead’s joint seal compound, und carbon bricks and insulation i ” 
related in 4-page folder, include contained in 2-page data sheet. Ay = | < 
sealing dry sand molds, core vents, plications are indicated. : o 
- 7. iv) 4) 

7 “” 

SUBSCRIBERS IN FOREIGN COUNTRIES—please note: 8 

WV ivat> that owiha: tocpostal and mechanical crohlane- overs ; ” ex 








91. Air Filter & Lubricator silicon carbide grits are available. 
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Arrow Tools Inc., 1900 S. Kostner Fes f materials and wet or dry 
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n ana 1nstalavion Qa 





vj] ¢ nted for porous bronze ae 
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16, Wi 56-page pocket-size cata 
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94. Vibratory Conveyors 
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FLEXCO 
SCRAPER 
PLATES 


wat 5 a i ae 





FOR JOINING 
CONVEYOR BELTS 
WHERE SCRAPERS 

AND PLOWS ARE USED 





© Especially designed for use in 
joining foundry conveyor belts 

© Beveled top plates ride snug to belt 
eliminating interference with plow- 
ing and scraping operations. 

¢ Thoroughly tested . . . by several 


large foundries . . . for four years. 


© One size... for joining belts 5/16” 
to 1/2” thick with not more than 
500 ft. centers. 


@ Available in Steel, Monel and 
Everdur. 


Ask for Bulletin F-108 
Order From Your Supply House 


FLEXIBLE STEEL LACING CO. 


4667 Lexington St., Chicago 44, Ill. 
SS 
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(Continued from page 198) 
at the nozzle, in the pressure cylin- 
der, and in the reserve cylinder hold 
ing tank. The press is equipped 
with a die holding table and die po- 
sitioning clamp. The unit is manu- 
factured by Sherwood Metal Prod- 
ucts Co., Union, N. J., and marketed 
by Saunders. 
For More Details Circle No. 14—Page 199 


Sand Core Driers: Fiberite 
Corp., Winona, Minn. Reinforced 
phenolic, fiber-glass high impact ther- 
mosetting plastic material has been 


en 


Saia 





¢ 





developed for making duplicate sand 
core driers. After the first drier has 
been cast or machined from metal, 
each duplicate can be made quickly 
and accurately from the new mate- 
rial by low pressure molding presses. 
The material] will withstand tempera- 
tures up to 500° F, yet will form 
under low pressure and low tempera- 
ture. In its forming stage, it flows at 
320° F under 300 psi pressure. Aging 
and hardening of driers requires a 
6-hr after-bake at 300° F. 

For More Details Circle No. 15—Page 199 


Wheel Dresser: = Desmona-Ste- 
phan Mfg. Co., Urbana, O.—-Grind- 
ing wheel dresser employs a 3-in. 
abrasive wheel with a 1l-in. face, 





mounted in a heavy metal housing 
and held securely by lock nuts. In 
dressing the grinding wheel the 
dresser is brought into contact with 
the wheel at a 15 degree angle to 
restore the accuracy and cutting ac- 
tion of the wheel. The dresser em- 
ploys its own lubrication system, 
using a wick which discharges oil 
while the cutting wheel is in motion. 
Replacement wheels are available. 

For More Details Circle No. 16—Page 199 


Air Line Filter: Airienco Inc., 198 
Wayne St., Mansfield, O.—Filter re- 
portedly prevents pressure drop in 
air lines as well as removing mois- 
ture and oil. The filter, when installed 
in an intermediate position or at the 
end of an extended line with a check 
valve, is said to provide an adequate 


¢ 


air supply in snots previously af- 





EFFICIENCY 
ECONOMY 


LONG WEAR 


CAREFUL 
SCREENING 


PROPER 
ALLOYING 


LABORATORY 
CONTROL 


AVAILABLE IN ALL SIZES 


ABRASIVE SHOT 
& GRIT CO., INC. 
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Standard Conveyor Company has an ex- 
perience record of almost a half century — 


engineering and building foundry convey- 
ors. On any foundry handling problem 
Standard can aid you to select and install 
conveyors that will give you reduced han- 
uninterrupted smooth flow 
in production — careful safe handling of 
light or heavy molds better storage 
facilities and help conserve and better 
utilize existing foundry space. 


dling time 


Available in a wide range of sizes, 
weights and types — equipped with shield- 


Send for Standard’s spe- 
cial catalog “Conyey- 
N ors for Foundries’’ — 
a valuable reference book 
: illustrating and 
describing conveyor in- 
stallations in leading 
-) foundries. 
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ed bearings expressly designed for severe 
foundry service — to suit a wide variety 
of foundry applications. Whatever your 
specific need, Standard is qualified by ex- 
perience and facilities to recommend and 
furnish the right type of conveyors. 


STANDARD CONVEYOR COMPANY 
General Offices: North St. Paul 9, Minn. 


Sales and Service in Principal Cities 


Engineered Conveyor Systems — Portable 
Conveyor Units — Spiral Chutes — 
Pneumatic Tube Systems 





GRAVITY & POWER 
CONVEYORS 






fected by a pressure drop. The filter 
cylinder is constructed of %4-in. steel 
with \4-in. plates welded at each end 
and has been tested to withstand a 
hydrostatic pressure of 600 psi. The 
unit is 12 in. in diam and 86 in. long. 
For More Details Circle No. 17—Page 199 


Protected Motors: Electric Ma- 
chinery Mfg. Co., Minneapolis 13— 
Protection against moisture and cor- 
rosion is provided in line of weather- 
protected squirrel-cage induction mo- 
tors featuring silicone insulation on 
the motor winding, silicone enamel 
baked on all exposed metal parts, 
and stainless steel in parts subject 
to any abrasion. The silicone is said 
to have excellent heat resistance, re- 
pels water, is inert to corrosion from 
most air-borne chemical fumes, re- 
sists oxidation and sunlight and is 
a good electrical insulator. Mechani- 
cal construction minimizes entrance 
of air-borne dirt and particles. Mo- 
tors are rated at 250 hp and larger. 
For More Details Circle No. 18—Page 199 


Solenoid Valve: Hays Mfg. Co., 
814 West 12th St., Erie, Pa.—Piston- 
type, pilot action solenoid operated 
valve provides ‘fon and off” control 


of air or water flow. Pilot action pro- 
vides large flow capacity and has 
“anti-water hammer” feature. Valve 
is built of noncorrosive parts and is 
packless in construction. Available 
in 3g, 34 and 144-in. pipe sizes. 

For More Details Circle No. 19—Page 199 


Storage Batteries: General Com- 
munications Inc., 1420 East 25th St., 
Cleveland—Long-life storage batter- 
ies assertedly will stand up for long 
periods of severe operating conditions 
in gas-powered industrial trucks 
where requirements call for extreme 
ruggedness and optimum reserve 
power. Extra heavy plates provide 
resistance to physical shock, togeth- 
er with a low gravity electrolyte that 

(Continued on page 204) 
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Lrlustvinl Machinery 


GLC GRAPHITE ELECTRODES help make the metals required 
for the manufacture of industrial equipment, large and small. 
The performance of GLC GRAPHITE ELECTRODES is unsur- 
passed in the processing of electric steels, foundry castings, 
ferroalloys and magnesium. Our facilities have been greatly 
expanded to keep pace with the growing emphasis on electric 
furnace steel production. 


ELECTRODE DIVISION 
Great Lakes Carbon Corporation 


Niagara Falls, N.Y. EGLCg Morganton, N. C. 














Graphite Electrodes, Anodes, Molds and Specialties 
Other offices: New York, N. Y., Oak Park, Ill., Pittsburgh, Pa. 


I 


Dales office: Niagara Falls, N.Y. 


Agents: J. B. Hayes, Birmingham, Ala.; Ge Long Beach fontreal, Canada 


iny, Inc., Geneva, Switzer Ku, Tokyo 











(Continued from page 202) 
insures long life. The batteries are de- 
signed specifically for service on fork 
lifts, cranes, straddle trucks, towing 
tractors and similar material han- 
dling equipment. It is said the bat- 
teries are highly resistant to plate 
shredding, grid disintegration and 
separator failure. 

For More Details Circle No. 20—Page 199 


Foundry Boards: Federal Found- 
ry Supply Co., 4600 East 7i1st St., 
Cleveland 5, O.—Squeeze, bottom, 
and pattern boards are surfaced with 
processed resinwood, claimed to be 
30 per cent harder than rock maple, 
and manufactured by a special proc- 
ess to withstand intense heat and 
pressure. Both sides are usable and 
it is said that 2900°F molten metal 


leaves only a minor surface scar. 
Cleats also are surfaced with the 
processed resinwood to assure extra 
long life. The boards are manufac- 
tured in 84 standard stock sizes by 
the Rock Island Millwork Co., Resin- 
wood Division, Rock Island, III. 

For More Details Circle No. 21—Page 199 


Polishing Machine: Stephen 
3ader & Co., Rockville Center, N. Y. 

Belt polishing machine has con- 
tact wheel, idler wheel and drive 
motor all mounted on a single base 
to simplify installation, eliminate 
tracking problems and reduce _ the 
need for adjustment during opera- 
tion. Working area freedom permits 
the polishing of awkward and irreg- 
ular work pieces. <A standard 132- 
in. belt length with a variety of con- 





Two-Station Machine 


Bary 


‘ = = eng 
ey 





“WO _ station, 
jolt squeeze 


indexing type 
strip molding 
machine is designed to distribute 
molding operations between two 
stations operating simultaneous- 
ly. 

Empty flasks are 
above pattern stripping station as 


positioned 


finished mold is ejected on dis- 
charge conveyor. Flask then is 
lowered onto stripping pins which 
‘ower it onto pattern attached to 
Index turret ele- 
carrier plate 


carrier plate. 
rotates 
Plates are lowered 


vates and 
180 degrees. 
onto a rest above stripping mech 
anism and onto the jolt or squeeze 
table plate. As empty flask is 
placed on jolt machine it is filled 
with sand and jolted. Jolting op 
eration may occur during or sub- 
sequent to filling. 

Adjustable strike-off bar lowers 
level, 


to predetermined squeeze 





Jolts, Squeezes, Strips 








position over 


head swings into 
flask, striking off sand in flask. 
Squeeze piston elevates rammed 
against head and 
retracts. Squeeze head is swung 
out and strike-off bar is elevated 
to clear next flask being indexed 


flask squeeze 


into position over jolt machine. 
When carrier plate lowers at 
stripping station, the strip mech- 
anism elevates, stripping the mold 
from pattern. Retractable dis- 
charge conveyor located directly 
above strip mechanism rotates in, 
contacts flask and raises it from 
Mold is then dis- 
runout conveyor. 
Controls may 


stripping pins. 
charged onto 
Cycle then repeats. 
be automatic, semiautomatic or 


manual. Machine is manufactured 


by Herman Pneumatic Machine 
Co., Union Bank Bldg., Pitts- 


burgh 22, Pa. 
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Wheels 
from 4 to 18 in. in diam can be used 


tact wheel sizes is used. 


on the machine without changing 
surface speeds or belt size, accord- 
ing to the manufacturer. it is 
claimed that the belt direction can 
be reversed at full speed without 
danger of the belt slipping off the 
wheels. Contact wheels are integral- 
ly mounted on spindles which fit into 
a taper lock. 
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Side Shields: watchemoket Op- 
tical Co., 232 West Exchange St., 
Providence, R. I.—Clip-on side shields 
add deep cup side protection to safe- 
ty spectacles of any size or shape. 
Molded of clear or green acetate, 
they are easy to attach and remove 
by positive, nickel-silver clip holders. 
Can be attached to prescription safe- 
ty spectacles for wear in the shop 
or removed when glasses are worn 
outside the shop. 
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Reciprocating Conveyor: Hy- 
dro-Blast Corp., 2550 North Western 
Ave., Chicago 47, Ill.—Reciprocating 
conveyor is designed to feed a con- 





stant volume of any dry or moist 
material from an overhead bin. Op- 
eration is said not to be affected by 
lumps cr variations in the consist- 
ency of the material. The device is 
operated by plant air and the only 
(Continued on page 206) 


FOUNDRY 




















The Richmond ‘'Breslin’’ Recessed Bathtub 


GRAY iron castings for modern bathtubs 
must meet many unique and rigid requirements. 
The Richmond Radiator Company, for ex- 
ample, demands pig iron that will cast with a 
high degree of fluidity to produce large, clean 
castings approximately 7/32” thick. The cast- 
ings must be sound and free of porosity to 
resist the thermal shock of the enameling 
process in which the temperature of the casting 





Neville Pig Iron and Neville Coke 
for the Foundry Trade 


is elevated from room temperature to 1700°F. 
And to assure a constant matching of the co- 
efficient of expansion between the enamel and 
the casting, wuziform pig iron quality is a “must.” 
To meet these rigid requirements, the Monaca 
and Uniontown, Pa. foundries of Richmond 
Radiator regularly specify Neville Pig Iron for 
their gray iron production. @ Let Neville help 
you solve your special casting problems. 
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A typical illustration showing 

the application of Standard 
Radius Chills and patented Adjustable 
Radius Chills. Note how the Adjust- 
able Radius Chills conform to the com- 
pound corner curves. 




















RADIUS 
CHILLS 


Straight Section or Adjustable 


Milwaukee straight section Radius 
Chills have been used to considerable 
advantage on straight fillets and 
edges in many leading steel foundries. 
The new patented Adjustable Radius 
Chills, with equally spaced slots so 
that sections may be cut off in one 
inch segments, fulfill the need where 
chills are necessary along the fillets 
of cylindrical, round, or irregularly 
shaped castings. These Adjustable 
Chills have effected substantial sav- 
ings in welding and cleaning costs. 


WRITE FOR SAMPLES AND PRICES 


Milwaukee Chaplet & Mfg. Co. 





1025 SOUTH 40th STREET * MILWAUKEE 4, WISCONSIN 








(Continued from page 204) 
electric power required is to operate 
a solenoid air valve. Units of vari- 
ous capacities are available and each 
conveyor is adjustable from maxi- 
mum capacity to Zero. 
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Inspection Light: | Abbeon sup- 
ply Co., 179-25 Jamaica  Ave., 
Jamaica 32, N. Y.—Inspection light 
combines a 7-power magnifying 





glacs wath a light built into the 
handle to illuminate the magnified 
field of vision. The unit is about 1 
in. longer than a standard two-ce!! 
flashlight, and the lenses are housed 
in a plastic case made so that the 
eye of the user can be placed direct- 
ly over the work being inspected 
Regular flashlight dry cell batteries 
are used for power. Magnifications 
of 5, 20 and 40-power also can be 
supplied. 
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Grinding Wheel: Norton Co. 
Worcester 6, Mass.—Vitrified grind- 
ing wheel is designed for rough grind- 
ing cast iron at speeds up to 6500 


| aN 


sfm. Manufacturer claims that less 
dressing is required to keep wheel 
sharp, the corners hold up longer 
without rounding, wheels consistently 
can be duplicated from wheel to 
Wheel and lot to lot, and operator 
fatigue is lessened. The wheels can 
be made in all sizes, shapes, grit, 
sizes and grades used on floor stand, 
bench stand, swing frame and porta- 
ble grinders of the slow speed type 
for snagging gray and hard mal- 
leable iron castings. 

For h*ore Details Circle No. 27—Page 199 


Left Hand Band Saw: = o a k 
Machine & Tool Co., Port Huron, 
Mich.—-High-speed sawing of wood, 
plastics, light metals and paper is 
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now possible on a left-hand 36-in. 
high-speed band saw. The construc- 
tion is the same as the company’s 
right hand model, with one excep- 
tion—the left hand band saw is of 
heavy steel welded construction 
while the frame of the right hand 
model is cast of high-strength gray 
iron. Both models have two-wheel 
equalized brakes, 40-in. table height 
and conveniently located operating 
controls. Belt drive, belted motor 
or direct motor drive is optional. 

For More Details Circle No. 28—Page 199 


Air Circulator: American Cool- 
air Corp., Jacksonville, Fla.—tIndus- 
trial air circulator and exhaust fan 
is portable and can be carried from 





place to place to cool men working 
in hot spots. It can be mounted on 
a post or on the ceiling to cool pro- 
duction lines or a warehouse bay. 
Available with or without stand and 
guards, the unit can be mounted in 
a wall or window to exhaust smoke 
or fumes. 
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Speed Reducers: w. A. Jones 
Foundry & Machine Co., 4401 Roose- 
velt Rd., Chicago 24, Ill.—Company 
has expanded its line of herringbone 
speed reducers to include standard 
size drives and ratios from 1 to 
1950 hp. Reducers are produced in 
60 standard ratios ranging from 1.27: 
1 up to 335.8:1. All units are avial- 
able in types suitable for either cou- 
pled or overhung load applications. 
Nine standard shaft extension assem- 
blies and two _ standard styles of 
bed plates also are available. 
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Kiln Type Ovens: Michigan Ov- 
en Co., 415 Brainard, Detroit, Mich. 
Company is offering a new line of 
standard kiln type ovens for baking, 
heating, drying and curing. Ovens 
are available in six sizes, with work 
space ranging from 4 x 6 x 4-ft deep 
to 6 x 6 x 7-ft deep, operating on 
either gas or electricity. 

For More Details Circle No. 31—Page 199 
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Choose the hoist 
dat fits the job! 






Heavy Duty 
SHEPARD NILES 
Hoist 


Types: Lug Suspension, Hook Suspension, 
Base Type, Push Trolley, Geared Trolley, 
Motor-driven Trolley. 

Controls: Pendant Rope, Push Button, Out- 
rig, Remote. 

Capacities: 500 to 40,000 Ibs 

Speeds: To meet your requirements 





IT PAYS to choose the right hoist for your lifting job... 
the wrong choice can be costly! Let a Shepard Niles representa- 
tive guide you in selecting the hoist that best suits your needs. 
He's a specialist in through-the-air handling . . . knows which 
model, capacity and controls will be right for your use. 


SHEPARD NILES ("t= 


KFT ABOUT /R. 


Types: Lug Suspension, Hook Suspension, Push Trolley. | 
Controls: Single Speed, Push Button, Rope Operated. 


Capacities: 250, 500, 1000, 2000 Ibs & 
” 


SS ee : 
tele aot — | —_f —_}_—_}__f _{__{_}__}f 





















HEPARD NILES 


CRANE AND HOIST CORPORATION 





SHEPARD NILES Crane and Hoist Corp. 
1348 Schuyler Ave., Montour Falls, N.Y. 


SEND ( ) Please send me your new Lift About-Jr. Bulletin. 
( ) Please send me your Shepard Niles Hoist Bulletin. 


( ) Have a Shepard Niles representative call on me. 


| NAME ee ee sikiicansieiainaai 2) 
COMPANY — 2 a — — sei 
‘ 
| STREET 7 = st somes itbciaiaiitiaanaagiasiiad 
| CITY = _ Se - 





Induction Melting 
(Continued from page 87) 


that chlorination of the master heat 
caused the difference in microstruc- 
ture between the control casting and 
the casting produced by induction 
melting since remelting to cast the 
induction melted specimens might 
have eliminated the effect of the 
chlorination. Tullis! has shown that 
an 11 per cent silicon alloy can be 
modified to a considerable extent 
by passing chlorine through the 
melt. Therefore, a melt was made 
in a gas furnace using the master 
heat metal (No. 356 alloy) and 
chlorination was omitted. The struc- 
ture of the resulting casting was 
found to be identical with that of 
the control casting. So it was ap- 
parent that the chlorination was not 
responsible for the structure obtained 
with the control specimen. 









Another Cleveland Design 
to Speed Production! 








Angular Plates Suppressed 


The structure of the control cast- 
ing shown in Fig. 1, however, is 
characteristic of a modified alloy in 
that the occurrence of large angular 
silicon plates has been suppressed, 
The structure of the induction melted 
metal shows a _ tendency’ toward 
normal structure with increasing 
power frequency. Archer and Kempf? 
have explained the phenomenon of 
modification of aluminum-silicon al- 
loys as being related to the presence 
of vast numbers of particles of col- 
loidal size. These are pictured as 
mechanically obstructing the growth 
of the silicon crystals. 

Mascre® has related the modified 
structures to the viscosity of the 
liquid aluminum- silicon _ solution. 
lead screw feed—assuring the precision for which Cleveland Fitting ve —_ _ MERRY ef he mee: +8 

° = igh, as caused by the addition of 
Machines are famous. Produced parts are square and within the re- sodium, the deposition of new atoms 
on the silicoh crystal is retarded. 
This is believed to favor the devel- 
increased up to 25%. For greater efhciency this Model may be opment of many rounded silicon 
crystals rather than to permit the 
F 3 : : normal growth of the large angular 
If you make fittings of any size or type it will pay you to consult silicon plates. 

The most probable reason for the 
modified structure obtained with the 
Write today for Catalog No. FD-84. control castings may be related to 
residual sodium in the ingot metal. 


THE CLEVELAND TAPPING MACHINE co. ta Aluminum pig obtained from the re- 


A Subsidiory of AUTOMATIC STEEL PRODUCTS, INC. CERES Ae SR. 2S eee 
small quantities of sodium derived 


CANTON 6, OHIO from the electrolyte. Aluminum-sili- 
con alloys produced from this pig tend 
to develop a modified structure. Re- 
melting should result in some loss of 
the sodium with a diminished tenden- 
cy toward modification. It has been 
noted, however, that the effect of 
this sodium is more stable than is 
the case when modification is effect- 
ed through metallic sodium additions, 
(Concluded on page 210) 


Here’s the way to cut 
costs on tee fittings! This Model FT-1 


will tap 1308 pieces Ye" 14 per hour at 100% 





efficiency. Also handles 34" and 1" sizes. All spindles have their own 


quired tolerances. Set-up and change-over time is reduced and tap life 
grouped in batteries of three with one operator to each battery. 


Cleveland engineers. Their know-how can save you money. 








For Setter Tapping --Paster! 
CLEVELAND _.... 


- fittings machines screw 


fe 
WB 
\ 
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IS IT WORTH THE TIME 
AND TROUBLE TO 


‘ROLL YOUR OWN 





YOU CAN MAKE aa mix to line your 


ladles and furnaces, and get passable results. 
But can you really prove that “rolling your 
own” beats the economy, convenience and sure 
performance of a custom-made refractory? 
Troubles like scrap loss, furnace repairs and 
poor metal always cost more than sensible pre- 
caution. That’s why more and more malleable 
iron ladles, acid electric furnaces and ladles 
handling electric furnace steel are lined with 


URBONWON 


CARO-LINE 





CHECK UP on your material 


a custom-made refractory for malleable shops costs, labor costs, and grief from poor 

and electric steel foundries. All you do is add refractory mixes .. . and see if it wouldn't cost less 
water and use . . . nothing simpler for your to use IRONTON CARO-LINE. Foundrymen from 
men. Line anything from a small hand ladle Massachusetts to Oregon and Texas to Montreal are 
to a large electric furnace with JRONTON happier with CARO-LINE. Order a get-acquainted 
CARO-LINE. shipment today. 


MONEY-SAVERS 
for FOUNDRIES 


RELIABLE. REFRACTORIES 


Reviesentetivns 
reached by phone 
in these cities: 


Want the Ironton office direct? 
Phone Ironton 109, or 110 
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“I RONTON 


FIRE BRICK COMPANY 
/RONTON, OHIO 
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The cooler the magnet, the better its 
lifting efficiency. That’s why powerful, 
deep-field Stearns lifting magnets are 
designed for maximum heat dissipa- 
tion. In both the welded and bolted 
units, the heavily ribbed magnet case 
provides greater radiation area, for 
cooler and more efficient operation. 


This design also provides greater 
protection against internal and external 
damage in the event of rough handling. 
These are important reasons why you 
can operate Stearns magnets profitably 
on steady, long-shift duty. 


In addition to fast heat dissipation, 


DEEP-DOWN 


PULLING POWER 


Stearns circular lifting magnet carrying a 4,000-lb 
tank track. 


Stearns magnets offer the following 
advantages: 


® Permanently sealed magnet coil not dis- 
turbed when servicing terminals or pole 
shoes. 


® Leads and terminals fully protected against 
abrasion and shock. 


® Vacuum-impregnated windings assure long 
life, and dependable operation. 
® Waterproof construction. 

Stearns lifting magnets — both cir- 
cular and rectangular are available in 
a wide range of standard sizes. Custom- 
built models on request. See your 
Stearns representative or write for 
Bulletin 35-B-2. 

1093 


MAGNETIC EQUIPMENT FOR ALL INDUSTRY 


STEARNS <i MAGNETS 


4 
STEARNS MAGNETIC, INC., 662 S.28th St., Milwaukee 46, Wis. 
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(Concluded from page 208) 
These latter alloys lose almost all 
of their modifying tendency after 
a single remelt. 

In view of the preceding theories, 
it is suggested that the type of agi- 
tation received by the metal in in- 
duction melting has an influence on 
whether a modified or unmodified 
structure is found when the metal 
has solidified. With low frequencies, 
the agitation is such as to prevent 
settling or separation of any fine 
particles which may act as obstruct- 
ing particles in the manner explained 
by Archer and Kempf. These par- 
ticles, if colloidal in size, would also 
remain in suspension without agita- 
tion. However, if the particles re- 
main in suspension, no essential dif- 
ference is introduced by the gross 
churning action as in 960-cycle in- 
duction melting vs gas-fired fur- 
nace melting. This would explain the 
fact that modification is obtained at 
low frequencies similar to non-agi- 
tated melting that takes place in a 
gas-fired furnace. 

However, with higher frequency in- 
duction melting, the agitation is no 
longer gross; it is apparently of very 
small amplitude and high frequency. 
This type of agitation is effective in 
obtaining settling in a liquid medium 
containing dispersed particles. The 
fact that an unmodified structure re- 
sults from metal melted at this fre- 
quency would also fit Archer and 
Kempf’s theory in that the unmodi- 
fied structure is associated with a 
lack of these particles. 

Conclusions— 

1. The stirring action associated 
with induction melting of aluminum 
alloys does not, in itself, impair the 
properties of the cast metal. 

2. Induction melting of aluminum- 
silicon alloys promotes the develop- 
ment of a normal structure in the 
metal. 

3. Higher melting frequencies (20 
ke) are more effective than lower 
frequencies (0.96 kc) in developing 
the normal structure. 

4. Although the eutectic is consid- 
ered to be present in an unfavavor- 
able form, moderately improved me- 
chanical properties are obtainable 
with induction melted No. 356 alloy 
in the T6 condition. 

Acknowledgement — The authors 
are indebted to the Department of 
the Army for permission to publish 
this report. The opinions expressed 
in the paper are those of the authors 
and are not necessarily endorsed by 
the Department of the Army. 
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Powder-Cutting 


Saves *2,000 








Powder-cutting replaced cold-sawing in this foundry opera- 


tion, and did three times the cutting in half the time. 


LINDE engineers were called in to help solve the problem of 
reducing giant flywheel castings to furnace-charging size. The 
castings had been part of an experimental program to develop 
accurately halanced flywheels for diesel engines. Test castings 
had to be cut for remelting. ... But because of their great size, 
scrapping by formerly used methods would have been costly 


if possible at all. Linpe advised powder-cutting 


In powder-cutting, a powdered metal is added to the oxygen 
stream to raise the temperature of the cutting flame. and 
increase the speed of the severing action. Among other things 
foundries are using powder-cutting to remove gates and risers 


from stainless steel castings, to wash away sand-incrusted casting 





surfaces, and for gouging out defects prior to repair welding. 


This 3-ton, 13-in. thick manganese-bronze flywheel casting was 


reduced to furnace-charging size by powder-cutting in less than es WW] =“ ” 
ANDE service engineers Wl me Ola oO help vou determine 


8 hours. Previous methods required over 16 hr. to cut up a 
casting only 4-in. thick. Powder-cutting proved to he the most the best powder-cutting setups or other uses of the oxy-acetylene 


economical method for this job. process for vour needs. 





LINDE AIR PRODUCTS COMPANY 
A Division of Union Carbide and Carbon Corporation 
30 East 42nd Street [I[ml New York 17, N.Y. Trade-Mark 
Offices in Other Principal Cities 
In Canada: DOMINION OXYGEN COMPANY 


Division of Union Carbide Canada Limited 


“Linde” is a registered trade-mark of Union Carbide and Carbon Corporation. 
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RELATIVELY simple, yet 
A extremely effective produc- 
tion line for turning out 


high quality precision brass castings 
has provided Indiana Brass Co., 
Frankfort, Ind., with substantial sav- 
ings both in dollars and in man-hours 
since its installation a year ago. 

The heart of the system is two 
molding machines made by the Os- 
born Mfg. Co., Cleveland, which have 
a simultaneous-type jolt and squeeze 
and oil-controlled pattern draw. 
These machines are connected via 
conveyor rollers to the pouring and 
shakeout stations. Somewhat of a 
closed circuit has been established; 
molds are rammed, cores set, molds 
poured and shaken out and the empty 
flasks returned to the molding sta- 
tion all on the same loop conveyor. 

A three-man crew operates the 
two molding machines, which are set 
in tandem. Empty flasks approach 
the machines from the right. The op- 
erator separates the flasks and rams 
the drag half of the mold. He trans- 
fers the completed drag to the start 
of the loop conveyor on the opposite 
side of his machine. Here the second 
man of the crew sets cores. 

In the meantime, the cope half of 
the flask is rammed by the second 
operator. He then closes the com- 
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Pouring is done on conveyor connected to molding machines 
and shakeout. Top clamp holds mold in place during pouring 


MECHANIZING A SMALL FOUNDRY 


Raises Production Efficiency 








Three men produce 750-850 completed 
molds daily. Before, each produced 200 











By DELMAR JOHNSON crew produces 750 completed molds 
Vice President when the pattern has 40 different 
Indiana Brass Co castings to the mold, with 40 cores 
Frankfort, Ind. to set, whereas they complete 850 
molds when there are only eight cast- 
pleted cope on a core-set drag and ings to a mold and only eight cores 
rolls the mold to the pouring station. must be set. 
Production on this setup varies ac- Under former methods an expe- 
cording to the pattern and casting rienced molder completed 200 molds 
being produced. For example, the (Concluded on page 214) 
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As the flask rolls down the conveyor in the foreground, the first opera- 
tor takes off the drag and rams his half of the mold. Cope half of the 
flask rolls to the operator of the second molding machine, who rams it 
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GREATER ECONOMY 


The Industrial Hand-Geared Crane facilitates assembly of this heavy Indu 


punch press by accurately spotting the component parts to line CRANES 
up bolt holes. <i) 

Courtesy of Di Machine Corp., Chicago, makers of Diebel High 

Production Presses. 


When machinery or heavy loads are to 
be moved and where accurate spotting 
of these loads is a necessity Industrial 


Cranes do an outstanding job. These rug- ; INDUSTRIAL CRANE & HOIST CORPORATION 


° . 341 NORTH ADA STREET 
gedly built smooth operating cranes are CHICAGO 7, ILL. 


ideal where runways are short and the ; Send Copy of Hand Geared Crane Bulletin. 
production cycle is not too rapid.* Sialic 


Company 
“Industrial Motor-Driven Cranes are recommended pre 
where high production rates must be maintained or 
runways are long. 
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(Concluded from page 212) 
during an eight-hour shift. With this 
new method, 20 per cent more com- 
pleted molds per man per day are 
obtained. Although this production 
increase, which was more than 
enough to pay for the cost of this 
installation after one year’s opera- 
tion, is significant, the versatility of 
this setup is another major consid- 
eration. Indiana Brass produces over 
370 different types of castings, all 
precision parts for brass plumbing 
goods. The castings vary in weight 
from 1% lb, the largest, which aré 


made eight to a mold, to 2 oz. which 
are made forty to a mold. 

Changeover time of the molding 
machines never takes over 15 minutes 
at the most. The required number 
of molds for a casting are run, the 
patterns changed and production con- 
tinued with little loss of time. Flask 
sizes are standard; each cope and 
drag is 12 x 16 x 4 in. Any job in 
the foundry can be run on the mold- 
ing machines. 

Indiana Brass melts about 225,000 
lb of brass each month. In addition 
to the three-man crew on the semi- 





Cores are set in drag, which 
is rolled down the conveyor {fo 
second molding machine opera- 
tor, who adds cope half of mold 


3% 
Molding machines are heart of ) 
production line, shown below 
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automatic molding machines, three 
other molders are employed. With 
this setup, which Osborn field sales 
engineers helped to design, Indiana 
Brass obtained a high increased rate 
of production, versatility and low- 
cost operation, all vitally necessary 
to a small producer of intricate cast- 
ings. 

By adapting materials handling and 
production principles long used by 
larger foundries, Indiana Brass has 








achieved notable success. Foundry 
mechanization is paying it big divi- \ 


dends. 





NFA HOLDS REGIONAL MEETING IN MILWAUKEE 


yew regional meeting of the 
National Foundry Association 
in Milwaukee featured a manage- 
ment-labor panel discussion on the 
“Providing for Employ- 
ment Fluctuations.” Russell L. Mo- 
berly, director, Management Center 
Marquette University, 
the discussion. Management was 
represented by E. F. Ohrman, labor 
relations manager, Allis-Chalmers 
Mfg. Co., and Victor Harding, at- 
Whyte, Hirchboek & Mina- 


theme of 


moderated 


torney, 






han. Labor was. represented’ by 
Robert Gratz, attorney, IMFW-AFL, 
Local 125, and Bertram McNamara, 
staff representative, USWA-CIO. 
The panel, with questions and par- 
ticipation from the floor, discussed 
various combinations of 
types of seniority layoff procedures, 
recall, job transfers, job 


types or 


bumping, 
posting and bidding, rights of fore- 
men promoted from the ranks and 
subsequently demoted, and_ retire- 


ment of workers beyond the normal 








retirement age. Some 65 representa- 


tives of foundry management at- 
tended the meeting. 

Shown at the head table in the 
picture, left to right, are Mr. Hard- 
ing, Mr. Moberly; Mr. Ohrman; 
Summerfield Brunk, Headford Bros. 
& Hitchins Foundry Co., NFA presi- 
dent; Arthur Hall, works manager, 
Nordberg Mfg. Co., co-chairman of 
the meeting; Mr. McNamara; Mr. 
Gratz; and C. T. Sheehan, NFA ex- 
ecutive secretary. 
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YOU CAN’T SEE WASTE HEAT! 


CONTROL OF EXCESS AIR BY CITIES SERVICE HEAT 
PROVER CAN REDUCE HEAT LOSSES AT CEMENT 
PLANTS! In cement kilns, air must be controlled to 
the precise quantity that will just completely burn the 
fuel. Any excess of air above this amount carries 
waste heat out of the kiln. THE HEAT PROVER ENABLES 
THE OPERATOR TO SEE WHEN THE RIGHT AMOUNT 


OF AIR IS ENTERING THE KILN. 


Many air-measuring methods allow only intermit- 
tent sampling of kiln gases. With the Heat Prover, 
direct and continuous readings of kiln combustion 


are available for immediate use . . . and the Heat 


Prover can bring about a considerable fuel savings 
and can substantially increase just about any cement 


plarft’s dperating efficiency. 


WHEREVER A FURNACE OPERATION IS INVOLVED 
the Heat Prover can help increase productivity and 
decrease operating costs. It samples rapidly and pro- 
vides simultaneous and continuous readings of oxy- 
gen and combustible gases. The Heat Prover is porta- 
ble —a technica!ly accurate combustion analysis is 
obtained in a usable, practical manner. For details 
call your nearest Cities Service Office or write Cities 
Service Oil Co., Sixty Wall Tower, New York 5, N. Y. 


BUT THE CITIES SERVICE HEAT PROVER CAN! 


CITIES 





SERVICE 


QUALITY PETROLEUM PRODUCTS 
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DIRECT AND CONTINUOUS REA 
AVAILABLE WITH THE HEAT PROVER 











Foundry Mechanization 


(Continued from page 75) 

Another high production sand 
preparation plant, Fig. 3, consists of 
sand storage bins with two revolving 
table feeders and bond hopper. It 
discharges to a continuous, twin-pad- 
dle mixer and produces a continuous 
flow of prepared sand to the molding 
system. 

Fig. 8 illustrates a modern, mech- 
anized foundry with two molding 
lines, one arranged with a continu- 
ous, car-type mold conveyor, the 





other with a pallet-type floor for 
handling the molds. This system 
provides maximum flexibility for 
handling a variety of work. Shake- 
out sand is collected from both sys- 
tems in a transfer conveyor and is 
returned to the sand preparation 
plant by bucket elevator. 


Prepared sand from the sand plant 
is elevated by a belt conveyor to the 
distributing belt conveyor line, which 
serves the two molding lines. Some 
foundries are designed to use belt 
conveyors in place of bucket ele- 
vators if possible. It is apparent 
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WITH PORCELAIN PRODUCTS PORITE 
CERAMIC STRAINER CORES 


Are you, now, making your 
own sand strainer cores in 
your plant—and are you 
looking for better castings 
at lower cost? Then—make 
this test—Free. 

fe will be pleased to re- 






ip 


ceive your request for free 





own test—simply tell us the 
sizes and quantities of sand 





straimer cores yOu now use 
—or send us samples of 
your sand cogeés) Try 
PORITE Ceramie Strainer 
Corés—put Porite to the 
test. Don’t mass this oppor- 
tunity. Write foday. 
Porcelain Products’ Ce- 
mic Strainer Cores are 


“availablesim a wide range 


of standard sizes—o. or, on 
special order, in sizes to 
meet your specifications. 


ED a rcelain Products, lac= 


FINDLAY, OHIO 
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that when a belt conveyor is used, 
more room is required, in order to 
gain the necessary elevation to the 
shakeout sand storage bin or from 
the sand plant to the distributing 
belt. 

Shakeout sand normally can be 
conveyed on a belt conveyor at an 
angle not to exceed 18 degrees; a 
prepared sand belt conveyor should 
not exceed an angle of 23 degrees. 
In many instances, these angles have 
been increased and satisfactory op- 
eration achieved, for, as we all know, 
shakeout and prepared sands vary in 
each foundry. They do not all be- 
have in the same manner; much de- 
pends upon the per cents of mois- 
ture, clay, heat, ete. 

Maximum production from mold- 
ing machines can be accomplished 
by a careful analysis of all op- 
erations at the molding station. The 
molders should be relieved of all 
duties except making molds and 
should be provided with an overhead 
sand supply and the proper type of 
molding machine. Fig. 5 illustrates 
a modern, mechanized foundry using 
continuous, car-type mold conveyors 
to transport molds to the pouring, 
cooling and shakeout zones. The 
molders are relieved of shoveling 
sand or of carrying molds out to the 
foundry floor. They merely shift 
them from the molding machines to 
the mold conveyor, which is set at 
a convenient height. Production 
from each molding machine is great- 
ly increased, and fatigue of the mold- 
ers is minimized. 

Another, modern, mechanized 
foundry also might consist of two 
molding lines, one arranged with a 
continuous car-type mold conveyor 
and the other line, on the opposite 
side, arranged with a _ pallet-type 
floor for handling the molds. A wide 
core delivery aisle should be provided 
between the molding lines. Spill sand 
would be conveyed back into the 
system by a belt conveyor system 
under the molding line, thus elimi- 
nating shoveling by the molders. 

Mold Handling — Mold handling 
systems using gravity roll conveyors 
have the advantage of flexibility and 
of selected directional movement to 
suit the day’s work. They provide 
an easy means of access for pouring. 
Molds may be dumped through an 
opening in the floor to an oscillating 
pan conveyor which transports the 
sand and castings to a central shake- 
out screen. 

In the semicontinuous foundry, 
where intermittent pouring takes 
place, the length of the gravity roll 
line should be selected carefully, on 
the basis of production requirements, 
so that sufficient storage is available 
before molds are poured. The mold 

(Continued on page 218) 
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HEAT-VENTILATE YOUR PLANT 


WITH THESE SPACE-SAVER “BUFFALO” UNITS! 





NO FLOOR SPACE REQUIRED FRESH, CLEAN WARM AIR 
with a “Buffalo” Suspended Lowboy Unit Heater. Easily (or cool outside air) is delivered by a compact “Buffalo” 
mounted in roof trusses. Spreads abundant, low-cost heat Highboy Unit with fresh air filtered intake through side 
where vou need it. Provides ventilation in warm weather. wall. Bearing bowl at left permits easy external lubrication. 








LOW OVERHEAD — HIGH EFFICIENCY! SWIVEL OUTLETS “AIM” FLOW 


Wall-mounted Lowboys provide plenty of heat even where accurately — a “Buffalo” efficiency feature. Others are 
quarters are cramped. New coil design increases heating “Buffalo” mixed-flow fans with unusually stable perform- 
surface, with narrower coil section. Coils are non-freeze. ance — standardized parts — lifetime construction. 


Let us show you NOW 
how low-cost and easy it is 
to heat and ventilate your plant. Bulletin 3704-A gives all details on 
the units to handle your heating — ventilating — makeup air problem. 
Handy chart gives you air diffusion distances for 
each unit and capacity up to 35,000 cfm. 


9° 


Write for Bulletin 3704-A Today! 


BUFFALO FORGE COMPANY 


221 MORTIMER ST. BUFFALO, NEW YORK 
PUBLISHERS OF "FAN ENGINEERING” HANDBOOK 





Canadian Blower & Forge Co., Ltd., Kitchener, Ont 
Sales Representatives in all Principal Cities 


PRESSURE BLOWING COOLING HEATING FORCED DRAFT VENTILATING AIR CLEANING AIR TEMPERING INDUCED DRAFT EXHAUSTING 
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(Continued from page 216) 

storage zone also should have ample 
capacity to provide for proper cool- 
ing of the molds, so that the mold- 
ers’ production will not be interrupt- 


ed. In the continuous’ melting 
foundry, the gravity roll storage 
area can be decreased. 


In a continuous melting foundry, 
the power-driven mold conveyor can 
be employed effectively where the 
melting rate is in excess of 3 tons per 
hour. Continuous operation results 
in a steady flow of material in the 


foundry and _ provides centralized 








pouring, shakeout and cooling zone. 
A minimum number of flasks or 
jackets is required with this sys- 
tem, and the finishing department 
benefits from the continuous flow of 
material. 

The operation of the 
mold conveyor is determined by the 
maximum production rate of the 
molding stations. It should be set 
about 15 to 20 per cent higher than 
actual calculations so that there are 
sufficient spaces on the cars to take 
care of the fastest molders. The 
length of the mold conveyor line is 


speed of 
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Longer life—by far—plus quicker, easier- 
than-ever cutter change are basic im- 
provements in the patented, new type 
Desmond Huntington dressers. Supplied 
at no extra cost in No. 1, 2, 21, and 22 
sizes. Note the new construction: hard- 
ened side washers, press fitted into head, 
positively secured with slotted hex head 
bolts and lock washers. Remove one bolt 
(with wrench or screw driver) to free 
spindle for quick cutter change. 

Ask your Desmond industrial distrib- 
utor for Bulletin D-48. He can help make 
your grinding wheels perform better— 
longer—with proper dressing. 
Desmond-Stephan Mfg. Co., Urbana, O 





THE ONLY COMPLETE 








Desmond 


LINE OF GRINDING WHEEL 


dresser wears longer| 
cutters change quicker; 








DRESSERS AND CUTTERS 


determined by the necessary length 
of the molding stations, pouring zone, 
weight and jacket shifting or clamp- 
ing zone and the length required for 
properly cooling the molds. The lat- 
ter figure should be based on maxi- 
mum time for the largest work that 
will be put on the conveyor. 

The mold conveyor provides a cen- 
tralized shakeout point and may be 
provided with a cam-type dumping 
arrangement which automatically 
lifts the tray top. This shears the 


mold off the bottom board and dis- 
charges it to a shakeout screen 
where the castings are separated 


from the sand and discharged to an 
oscillating conveyor as shown in Fig. 
9. 

Fig. 10 illustrates the pouring zone 
of two mold conveyor lines in a high- 
production mechanized foundry. This 
area is screened off from the rest of 
the foundry for proper exhaust of 
gases from the poured molds. Es- 
calators or pouring platforms are 
provided for the pourers to eliminate 
walking while the molds are poured 
and to assure properly poured molds 
and a minimum of spillage. 


Weights Set Automatically 


To eliminate further the 
handling of weights or clamping of 
overhead trolley weight 
conveyor is employed, synchronized 
with the mold conveyor so that the 
weights automatically are set on top 
of the mold in the proper position at 
the pouring zone. The overhead trol- 
ley conveyor is interlocked mechan- 
ically with the mold conveyor drive 
so that it will remain in synchroniza- 
tion with the mold conveyor at all 
times. See Fig. 11. 

Snap flask molding lines 
arranged with pallet-type mold carry- 
ing conveyors, The pallets are made 
up of a light structural frame sup- 
ported on grooved rollers operating 
on angle track. Empty pallets with 
bottom boards are returned on the 
lower level track. This system pro- 
vides maximum storage of molds and 
flexibility of operation. 


manual 


molds, an 


can be 


A counterweighted tilting device at 
the end of the pallet line dumps the 


mold, and the mold shears off from 
the bottom board, which is retained 
on the pallet. After the mold has 


been dumped, the tilting device drops 
and allows the pallet to roll off to 
a lower run of track, under the mold 
carrying line. The counterweights 
then raise the unit to loading posi- 
tion, and it is ready to receive the 
next tray. The tilting device also can 
be arranged with air cylinder opera- 
tion, if preferred. 

The ultimate in mechanization by 
automatic operation includes auto- 
(Continued on page 220) 
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every study shows a 
handling saving 





Many companies are checking their handling problems 





















against the American MonoRail Case Study File of ‘‘Engi- 
neered Applications.’ The file contains a series of case 
studies taken from many successful American MonoRail 
installations. One company saved $30.00 on every car 
unloaded. Another doubled metal finish production. A 
glass plant moved 22 tons of glass batch per hour. Another 
installation returned 84% of its cost in one year. These are 
just a few of the many studies covered. 

If you want to lower your handling costs, speed up pro- 
duction and cut maintenance overhead, let us send you 
this file. Just drop us a line on your business letterhead, 
asking for ‘Engineered Applications File F-1."’ 
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RIGHTS ITSELF 








makes every truck 





a dump truck! 





Fits securely on any standard fork or plat- 
form lift truck . . . can’t slip off. Pick-up is 
quick and easy. Insures fast, efficient han- 
dling of any wet or dry, hot or cold bulk 
materials. Cuts hand unloading by at least 
50% ... with maximum safety. 

This rugged Roura Self-Dumping Hopper is 
built like a battJeship . . . extra heavy gauge 
welded construction . . . to withstand the 
terrific knocks and bangs of rough usage. 
Good for years of dependable service. 
Available in sizes from 1% to 2 cubic yards. 
Thousands of these time-and-money-savers 
are now in use by America’s biggest indus- 
tries. Let us show you how they can help cut 
your costs, too. 


Self Dumping 
HOPPE! 









MERE ... is the easy way to get full details 
about Roura Self-Dumping Hoppers. Just clip 
this coupon to your letterhead ... sign your | 
nome...and mail to... 


ROURA IRON WORKS, INC. 
| 1417 Woodland Ave., Detroit 11, Michigan 


4 ee ee ee 
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(Continued from page 218) 
matic molding machines and auto- 
matic sand and mold handling equip- 
ment. With this type of mechaniza- 
tion, molding sand is supplied by an 
overhead distributing flight conveyor, 
furnishing a full hopper of sand over 
each machine at all times. Molds are 
loaded automatically on a mold con- 
veyor and are transported to the 
pouring zone, where a trolley weight 
conveyor automatically sets weights 
on top of the flasks, eliminating 
clamping. The molds are transported 
through the cooling zone to an au- 
tomatic shakeout and transferred to 
a rollover shakeout. Flasks are shak- 
en out automatically and transferred 
to the molding machines. The roll- 
over shakeout is air operated with 
limit switch and solenoid valves. 


Synchronized with Conveyor 


Many automatic shakeout units are 
in successful operation. Such a unit 
can be synchronized with and oper- 
ated from the continuous car con- 
veyor. The shakeout machine picks 
up flasks from each car, moves over 
to a discharge opening and vibrates 
the flask so that the sand and cast- 
ings drop out on the conveyor below; 
it then travels forward and returns 
the empty flasks to the conveyor 
car, repeating the cycle for each 
flask, while the mold conveyor is in 
continuous operation. This type of 
unit handles a variety of flask sizes, 
reduces operating hazards and mini- 
mizes dust and production delays. 

The trolley conveyor also can be 
used to transport sand and castings 
from an oscillating conveyor. The 
buckets are grouped or nested auto- 
matically under the discharge from 
the oscillating conveyor, with little 
or no space between them, in order 
to minimize spillage of sand received 
from the conveyor. This objective is 
accomplished by the dip in the trolley 
conveyor track, and trolleys are lo- 
cated in the bucket bale, allowing the 
buckets to nest together when they 
are set on the gravity roll supports 
that hold the buckets at this point. 
Sand and castings are transported 
to the shakeout screen, where the 
bucket is tipped automatically and 
discharges. 

A new development for transport- 
ing shakeout sand and casting's is the 
heavy-duty, positive action oscillating 
conveyor, arranged with torsion bar 
mounting. This unit is rugged and 
economical and has the advantage of 
low maintenance. It operates without 
spillage since there is no return run. 
The oscillating conveyor also oper- 
ates as a feeder, furnishing a uniform 
feed of material. The oscillating con- 
veyor also has the advantage of low 

(Continued on page 222) 
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For quick, accurate temper- 
ature readings of molten metals, 
operators of non-ferrous foundries 
everywhere are relying on the Alnor 
Pyro Lance. Portable, handy to use, 
the Pyro Lance has a protected 
thermocouple, with adjustable angle 
head, mounted in the lance tip. It 
takes temperature below the surface 
— unaffected by dross or other con- 
ditions. Here’s an easily handled 
instrument to help control quality in 
the foundry. For complete informa- 
tion and prices on this valuable 
instrument write for Bulletin No. 
1724-D. Illinois Testing Laboratories, 
Inc., Room 511, 420 N. LaSalle St., 
Chicago 10, Illinois. 
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Cores at right illustrate wide range 
of work that can be done with the 
Redford No. 4 Core Blower. 








no. 4 


CORE BLOWER 


Designed to add more power, capacity and 
speed to traditional Redford simplicity, flex- 
ibility and convenience, the No. 4 Redford 
superbly fills the need for a truly fast and 
flexible machine to blow cores from a few 





ounces to 10 lbs. 


There is no need for the operator to wait for 
the machine at any time—the fast operating 
cycle permits immediate release of the core 
box after the cores have been blown. 


Exhaust air is utilized to thoroughly fluff the 
sand remaining in the sand magazine after each 
blow, thus reducing the possibility of cratering. 


Magazine heads normally furnished with the 
No. 2 Redford machine can be used with the 
No. 4 Redford. Larger new type magazine 
heads are also available as standard equipment. 


A completely new fully adjustable clamp for 
vertically parted core boxes simplifies core box 
set up—when not needed the clamp units can 
be adjusted all the way out or completely taken 
off the machine. 

Redford No. 4 users report production up to 
8 boxes per minute using only one core box 
per machine. To get complete information 
write for Specification Bulletin 4. 
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Cover Goggles 
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WHERE TO BUY 


ATLANTA, GA. HOUSTON, TEXAS 

Guardian Safety Equipment Co Guardian Safety Equipment Co 
, 427% Moreland Avenue, N. E 1915 A Westheimer 
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7 artless Gompany Averill Equipment Company 

2627 South Seventh Avenue 1917 North Goodlett 

BOSTON, MASS. KANSAS CITY, MO 

General Equipment Corporatio: Safety, Incorporated 

261 Franklin Street 17% E. 3lst Street 

BUFFALO, N. Y. 

The Watson Company KNOXVILLE, TENN. 

1443 Main Street Safety Equipment Distributing Co 


CHICAGO, ILL. 832 W. Main Street 


Universal Safety Equipment Co 


5115 Diversey LITTLE ROCK, ARK. 
Fire Appliance & Safety Co 

CINCINNATI, OHIO 1114 W. Markham 

Williams & Co., Inc 

3231 Fredonia Avenue LOS ANGELES, CALIF. 

CLEVELAND, OHIO Guardian Safety Equipment Co 

Williams & Co., Inc 7223 S. Main Street 


3700 Perkins Avenue 


COLUMBUS, OHIO LOUISVILLE, KENTUCKY 


Williams & Co., Inc 
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a, 1109 S. Preston Street 
DALLAS, TEXAS MILWAUKEE, WIS. 
Guardian Safety Equipment Co. Universal Safety Equipment Co 
900 Jefferson Tower Bidg 3155 S. 7th Street 
DETROIT, MICH. PEORIA, ILL. 
Averill Equipment Company Universal Safety Equipment Co. 
19225 Conant Avenue 116 S. Garfield 
EAST ORANGE, N. J. PHILADELPHIA, PA. 
Guardian Safety Equipment Co Guardian Safety Equipment Co. 
491 Prospect Street 214 S. 45th Street 
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PITTSBURGH, PA. 
Williams & Co., Inc 
901 Pennsylvania Avenue 


ST. LOUIS, MO. 
Safety, Inc 
2608 Olive Street 


ST. PAUL, MINN. 
Continental Safety Equipment, Inc 
1551 Selby Ave 


SALT LAKE CITY, UTAH 
Universal Fire & Safety 
Equipment Co., Box 1587 


SAN FRANCISCO, CALIF. 
Guardian Safety Equipment Co 
50 Hawthorne Street 


SPOKANE, WASH. 
Spokane Safety Appliances 

W. 314 Pacific Ave 

TOLEDO, OHIO 

Williams & Co., Inc. 

650 E. Woodruff Avenue 
TULSA, OKLA. 

Guardian Safety Equipment Co. 
1742 S. Main Street 
WICHITA, KANS. 
Guardian Safety Equipment Co. 
723 S. Broadway 

MEXICO CITY, D. F. 
Safety Equipment S. A. 
Sullivan—95 

MONTREAL, CANADA 


The Butler Optical Company, Ltd, 
1520 Mountain Street 


CHICAGO EYE SHIELD COMPANY 
2324 Warren Boulevard, Chicago 12, Illinois 
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(Continued from page 220), 
headroom at the transfer point. This 
feature is important when hot cast- 
ings are transferred from one con- 
veyor to another. 

Casting Handling—Oscillating con- 
veyors for transporting castings 
from a central shakeout can operate 
at about 7 to 15 feet per minute to 
provide maximum cooling time. The 
conveyor is hooded and arranged 
with an exhaust system and blower 
to provide air cooling of the castings 
in transit. Castings are sprued at the 
discharge end of the third section of 
the oscillating conveyor. 

Casting handling also can be per- 
formed by an apron cooling conveyor 
on which spruing and sorting is ac- 
complished. This type of conveyor is 
used where steep inclines are re- 
quired in handling. It can operate at 
exceptionally slow speed for maxi- 
mum cooling time. At the _ dis- 
charge end of the apron conveyor, 
the castings are taken off the 
apron, and the sprue is discharged 
to a shakeout screen, where refuse 
sand is separated from the sprue and 
is elevated and discharged to a refuse 
hopper. This arrangement assures 
clean scrap iron for the cupola. 

Fig. 12 is a view of the spruing 
and picking section of a heavy-duty 
casting apron conveyor. Castings are 
picked off and the sprue discharged 
to containers which are handled by a 
trolley conveyor. Containers are dis- 
charged automatically, and the sprue 
then is ready for charging to the 
cupola. 

For transporting large tonnages of 
heavy castings requiring long cooling 
periods, the trolley conveyor is the 
most economical system. The cooling 
tower in one automotive production 
foundry is about 4650 ft long. The 
conveyor picks up the castings at 
each shakeout point and _ delivers 
them to the cleaning room, resulting 
in a continuous flow of castings that 
yields economical operation in the 
cleaning room. 

Fig. 13 illustrates the _ transfer 
point between the cleaning room and 
the shipping room trolley conveyor; 
it is a low-cost trouble-free conveyor 
for this type of service. Widely sep- 
arated departments can be tied to- 
gether by this flexible conveyor, 
which assures the continuous flow of 
material necessary in a high produc- 
tion foundry. 

Dust Collecting— Ventilating and 
dust collecting equipment are of vital 
importance in improving working 
conditions in the foundry, and they 
should receive careful consideration 
Particularly important are a dust col- 
lecting system for the shakeout and 
a mold conveyor hood. Dust and 
fumes can be exhausted to the at- 
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mosphere or to adequate dust col- 
lecting equipment. Cooling of sand 
and fines control also are accom- 
plished by exhausting from screen, 
revivifier and elevator hood. 
Annealing Department — Casting 
handling in the annealing depart- 
ment of malleable foundries has been 
developed to eliminate dumping hot 
packing material and castings on the 
annealing room floor, a_ practice 
which results in dusty haze, exces- 
sive heat and disorder. Pots can be 
unloaded by a shakeout booth ar- 
rangement into which the stack is 
transported by lift truck. A clamping 
device supports the stack of pots. 
The pot bottom is lowered and with- 
drawn at the shakeout, allowing the 
castings and packing material to 
drop to a vibrating screen which 


y, 


separates the castings from the pack- 
ing material. The packing material 
is returned to the storage bins by an 
oscillating conveyor, a bucket eleva- 
tor, a vibrating screen for dust re- 
moval and an overhead belt conveyor 
for distribution. Annealed castings 
are discharged from the shakeout 
screen onto a piano hinge apron 
conveyor which carries them to the 
cleaning room. 

Summary In planning foundry 
mechanization, foundrymen — should 
keep in mind an over-all picture of 
the complete operation, from raw 
material to finished casting, so that 
all departments can take full ad- 
vantage of the investment and so 
that there will be no interference in 
the flow of material. The art of ma- 
terials handling is well illustrated in 
the mechanized foundry, for practi- 
cally every type of materials handling 
equipment is utilized to provide the 
wide variety of services that is re- 
quired. 

Every foundry is different and pre- 
sents its own problem, which should 
be studied individually, with the help 
of engineers who have had experience 
in mechanization of a wide variety of 
foundries. Flexibility of operation is 
of prime importance, and the over-all 
plan should be considered carefully 
when units are to be installed in a 
step-by-step program. 


AFS Indexes Transactions 


American Foundrymen’s_ Society 
has published the fourth periodical 
index to the bound volume transac- 
tions of the society. The index cov- 
ers volumes 49 to 58 (1941-50), in- 
clusive, 30th a subject and author 
index are _ provided. Copies are 
available by writing to the AFS, 616 
South Michigan Ave., Chicago 5. 
Cost to members is $2.75. to non- 


members $4.25. 
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ICE & BRINE ' € « LEAD CRYSTALS : 
ie E BRINE w } E ; 
-7.6° : 356° 
SOLID ICE) & EUTECTIC | SOLID SALT SOLID LEAD SOLID TIN 
: EUTECTIC EUTECTIC EUTECTIC 
-40° ; + 212° r 4 } fo 
% WATER 100 90 76.5 70 60 |% LEAD 100 80 60 40 31 20 ) 
% SALT 0 10 235 30 40 /%TIN 0 10 40 60 61 80 100 
Salt and water produce a brine which does not re- When lead and tin are mixed and melted together, 
main in solution when solid, but mixes mechanically then frozen to a solid, they form separate crystals 


Fundamentals of Metal Solidification 


a T. H. TREVITHICK ; : ; 
LL metals have different melting the freezing point and E the eu- 


temperatures. When melted they tectic. FE is the freezing point of 
become a “liquid solution” and when most powerful microscopes. Gold the water as varying amounts of salt 
freezing to a solid they form either a melts at 1945° F and silver at 1760 are added. The eutectic of the com- 
“solid solution” or a “mechanical F. It will be seen that the melting position is 76.5 per cent of water and 
mites” temperature of the mass will drop 23.5 per cent of salt. 

Metals having the highest melting - proportion to the increased addi- Ss the freezing point of salt. 
temperatures freeze or solidify first tions of silver. When melted the mass The line SE indicates the point at 
and as the mass freezes, certain ele- goes into liquid solution and when which salt begins to separate or 
ments in the compound will unite to frozen forms a solid solution. freeze out as the addition goes be- 
form a solid solution. Others resist Diagrams are used to chart the yond the balanced eutectic composi- 
this unity and freeze in separate various constituents of a given mix- tion. 
crystals, forming what is termed a ture and the different melting tem- When we mix salt and water we 
“mechanical mixture.” The last por- peratures of the components. The form a brine; thus we obtain a liquid 
tion of the compound to freeze is water-salt diagram is used to illus- solution but, unlike gold and silver, 
called the “eutectic.” trate this in the simplest manner. it does not remain in solution when 

Some metals have an affinity for These diagrams are generally solid but becomes a mechanical mix. 
each other, like gold and silver, and shown with the temperatures plotted The brine will stay liquid down to 
when melted together become so in- vertically and the compositions (per- 18° F (A on the diagram) on line 
timate that it is impossible to detect centage) shown horizontally. FE, at which point ice crystals will 
the gold from the silver with the In the accompanying example, F form. The liquid will continue to ab- 


sorb the salt up to the amount of 
23.5 per cent. 





. Upon dropping to a temperature of 
7.6° F, the mass will become a 

ys Laure 2852 solid consisting of ice crystals and 
eutectic grains. This eutectic will 


4 
1s00—4 2732 





1300+ 2372 
trowio ° attain an equilibrium of exactly 76.5 
1200-4 AUSTENITE . : 
a Paige per cent water and 23.5 per cent of 
1120 aveTemre d Vd . ¢ . : 
1100-4 : = salt, a mechanical mixture of salt 
, and water. 
w 1000 +1832 » Temperature points A It i f this bal 
}. s 5 r > "ESS s vey 
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~ #00 | ee perature at which : erature ne er i = a ine ; 
4 > * reeze oO F 5 rate 
2 rode bs . 5 transformation occurs sag se fags ms re Resigns 
g 700+ a fai . salt crystals, indicatin a es 
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uid will, however, continue discard- 


state and vice versa mi 
ing the salt until it reaches the eutec- 
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300 r ay S72 which illustrates a mechanical mix- 
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224 FOUNDRY 





oy ae 








THE IDEAL METHOD: 


Fast, efficient melting 

Exact reproduction of analysis 
Positive temperature control 
Minimum metal loss 

Highest production rates 


Sizes from 8 ozs. to 8 tons 
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AJAX ELECTROTHERMIC CORPORATION® TRENTON 5, NEW JERSEY 


ASSOCIATED COMPANIES: AJAX ELECTRIC FURNACE CORPORATION © AJAX ELECTRIC COMPANY » AJAX ENGINEERING CORPORATION 
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(Continued from page 224) 

ture and eutectic balance is lead and 
tin. Upon mixing and melting to- 
gether, then freezing to a solid, they 
become separate crystals of lead and 
tin with the eutectic balance of 31 
per cent lead and 69 per cent tin at 
a temperature of 356° F. These are 
simple examples but they show the 
basis of metal mixing and melting. 

Iron-Carbon Diagram — This dia- 


gram leads us one step further than 
the salt and water system. 

By studying the iron-carbon dia- 
grams, it will be seen that all solids 
exist below about 710° C, the com- 
position being made up essentially of 
pearlite and ferrite. The carbon con- 
tent of the steel is shown on the 
lower horizontal line. It will also be 
noticed that the terms ‘“hypoeutec- 
toid’” and ‘hypereutectoid’’ are used 





FOUNDRY shakeout 
cially designed for the school 


A espe- 
has been presented to the Univer- 
sity of Wisconsin, Madison, Wis., 
by Hewitt-Robins Inc., Stamford, 
Conn. Harry A. Schuler, manage! 
of Hewitt-Robins conveyor sales in 
the Chicago area, represented his 
company and made the presenta- 
tion to Dean Kurt Wendt, College 
of Engineering. 

As part of the program, James 
Ewens, vice president, Grede 
Foundries Inc., Milwaukee, and 
chairman of the Wisconsin Found- 
ry Educational Foundation Indus- 
try Advisory Committee, present- 


ed scholarship certificates to 13 





Present Gifts to University of Wisconsin 





university scholarship holders. 

In the top illustration, Mr. Schu- 
ler, on the extreme right, presents 
the shakeout to Dean Wendt as 
Mr. Alden of Hewitt-Robins and 
two FEF scholarship holders look 
on. In the lower illustration, left 
to right, are Mr. Ewen; Prof. E. 
R. Shorey, chairman of the uni- 
versity’s department of mining 
and metallurgy; W. R. Tanner, 
president, Zenith Foundry Co., 
West Allis, Wis., and a trustee of 
the FEF; E. J. Walsh, executive 
director of the FEF; and James 
H. Dance, president, University of 
Wisconsin Student Chapter of the 
AFS, and FEF scholarship holder. 
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between 0.0 carbon and 1.7 carbon, 
with a dividing line at 0.89 carbon. 
This indicates that all steels con- 
taining less than 0.89 per cent car- 
bon are known as_ hypoeutectoid 
steels, while those containing from 
0.89 per cent up to 1.7 per cent car- 
bon are known as hypereutectoid. 
This is the dividing point between 
steel and cast iron. Pearlite and fer- 
rite are shown in the diagram as ex- 
isting in solid formation below ap- 
proximately 710° C. 

Pearlite is a mechanical mixture 
of cementite or carbide of iron, in 
the proportions of 88 parts ferrite 
and 12 parts cementite. 

Above F and G, or from 710° C 
to 900° C, we have ferrite and aus- 
tenite, from B to D we have liquid 
cementite, between E, B, and A the 
austenite is liquid and between these 
ranges, or from 1150° C to about 
1520° C, the entire mass is liquid. 

To summarize: Austenite is a sol- 
id solution in which iron is the solv- 
ent. 

It is in a complete liquid state at 
a temperature of 1150° C and is part- 
ly solid between 750° C and 850° C. 
As ferrite is forming within these 
temperatures, it is known as _ the 
transformation stage. This is the cri- 
tical range of all ferrous metals. 

When steel has to be heat treated, 
such as quenched and tempered, it 
is heated to within this range of tem- 
perature before quenching. Also when 
hard white cast iron has to be made 
malleable, the castings are allowed 
to soak within this range to form 
temper carbon, which has been ab- 
sorbed by the liquid austenite at a 
higher temperature and is now being 
discarded, as austenite cannot hold 
more than a definite amount of car- 
bon when it is liquid, or at a tem- 
perature above the critical range. 

Microconstituents—By referring to 
the iron-carbon diagram, it will be 
noted that the temperature points 
shown on the vertical scale indicate 
the temperature at which transfor- 
mation occurs while the metal is go- 
ing from the solid to the liquid state 
or vice versa. As shown in the dia- 
gram, all solids exist below 710° C 
or 1310° F, the solid composition be- 
ing essentially ferrite and pearlite. 

In going down through the tem- 
peratures, from 1150° C to 710° C, 
different structures take place, from 
the solid solution of austenite (car- 
bon and iron), down to pearlite, but 
the complete decomposition from aus- 
tenite to pearlite requires slow cool- 


ing, and passes through different 
stages or structures. These different 


structures are evident when micro- 
photographed and are known as mi- 
croconstituents, 

(Concluded on page 228) 
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Production line “bugs” 
get X-RAYED out on the pilot model 


M* production of car engines 
LYE calls for a continuous run of 
castings as uniformly sound as it’s 
possible to pour. No sand holes. No 
gas holes. No core shifts. 
Manufacturers take care of that 
early in their plans. They radiograph 


Radiography... 


another important example of Photography at Work 
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pilot castings—can spot thin walls, 
‘“out-of-rounds,” and other irregu- 
larities which a change in casting 
procedure can forestall. 

Improving yield is one of the 
reasons more and more foundries are 
making radiography routine. It is 


EASTMAN KODAK COMPANY 
X-ray Division, Rochester 4, N. Y. 


the one way to be sure only high- 
quality work is released. 
Radiography can improve your 
plant operation. How? Your x-ray 
dealer will tell you. Or, we'll send 
you a free copy of “Radiography as 


a Foundry Tool.” 

















(Concluded from page 226) proaches 125,000 psi and an elonga- 


Austenite—The structure known as tion up to 35 per cent in 2 inches. 
austenite is the solid solution formed Its surface hardens with cold work- 
by carbon and ferrite when reaching ing while still preserving a tough 
a temperature of 1120° C. Austenite core or interior and is nonmagnetic. 
cannot be retained at room tempera- It is, therefore, an austenitic steel, its 
ture unless the steel is alloyed with austenite structure being maintained 
a high percentage of either manga- by the manganese alloy in proper 
nese or chromium. A typical example balance. 
is Hadfield steel or steel containing Martensite—Martensite is a struc- 
12 per cent manganese, which as ture in plain carbon steel which fol- 
cast is quite brittle, but has very high lows the decomposition of austenite 
tensile properties and relatively high when quickly quenched from a tem- 
ductility upon adequate heat treat- perature above the critical range. It 
ment; its tensile strength ap- is very hard and brittle. It is used 





_ ARMOURED* | 
SLY BLAST ROOMS - 





A 16’ x 16’ Sly Blast Room with 
double track for two cars. Both cars 
can be used for a single large cast- 
Ing. Note how perforated floor plates 
keep coarse refuse from entering 
hopper below. 


This view shows a Sly Blast Car in 
e@ Sly Blast Room. Perforated floor 
plates are supported by grating pre- 
venting plates from warping. Observe 
how tops of rails are flush with floor. 
Operator wears a Sly ‘‘Purair'’ Helmet. 





Whatever Size Your Castings 





And whatever your tonnage we have a standard blast room to suit. We 
have built blast room equipment for the cleaning of the inside of tank 
cars, for large airplane fuselages, for structural assemblies, tanks, railroad 
cars and locomotives. Some large blast rooms are self-contained buildings. 


STANDARD SLY BLAST ROOMS 
Inside width: 8 ft., 10 ft., 12 ft., 14 ft., 16 ft. * Inside Length: 8 ft., 10 fft., 12 ft., 14 ft., 16 ff. 
Inside Height: 7 ft. 3 in., 8 ft. 3 in., 9 ft. 3 in. * Larger Blast Rooms for special purposes. 


An extra layer of detachable 3/16” steel wear plates to protect the 


* ARMOURED F walls. * An extra layer of steel grating to reinforce the floor agains? 


sagging. (Exclusive Sly features) 


MANUFACTURING CO. 


4753 TRAIN AVENUE e CLEVELAND 2, OHIO 
New York @ Chicago © Philadelphia © Syracuse @ Detroit © Buffalo 
Cincinnati * St. Lovis * Minneapolis ¢ Birmingham ® Los Angeles ® Toronto 
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for cutting edges in carbon steel, 
files and other cutting tools. 

Troosite—Troosite is the structure 
which is formed by the decomposi- 
tion of martensite. It is usually ob- 
tained by tempering the steel in the 
martensite structure at from 320 to 
300” °C. 

It toughens the steel and should 
be formed back of the martensite 
(the hard or cutting edges of steel) 
to overcome embrittlement. It usu- 
ally is descernible with varying 
amounts of martensite and _ sorbite 
and rarely completely separated. Like 
sorbite, it is actually an intermediate 
structure. 

Sorbite — This is the _ structure 
which gives the greatest toughness 
to a given steel. It is obtained by 
slow cooling from the critical range 
and by slowly heating martensite to 
between 400 and 450° C, also by pro- 
longed heating of the troosite struc- 
ture to between 400 and 450° C. It 
is the structure obtained before the 
lamellar formation of pearlite. 

Cementite—Cementite is iron car- 
bide and in the microstructure shows 
up as a network. It is an extremely 
hard substance which is high in ten- 
sile strength and with no ductility. 

Pearlite—Pearlite is a lamellar for- 
mation of ferrite and cementite. In 
the eutectoid, it contains 88 parts 
carbon and 12 parts ferrite. This lam- 
ellar structure exists in all plain car- 
bon steels after an anneal. 

Graphite—Graphite is pure or free 
carbon and is precipitated in this 
form during the slow cooling of the 
casting or by an annealing process. 
The precipitation in cast iron is pro- 
moted by slow cooling and increases 
with additions of silicon. This pre- 
cipitation is suppressed by quick 
cooling or chilling, forming excess 
proportions of iron carbide and a 
hard casting is the result. 

Steadite—Steadite is a hard com- 
pound found in cast iron; the amount 
present depends upon the percentage 
of phosphorus in the iron. It is 
formed during the graphitization 
process in cast iron. It consists of 
approximately 10 per cent of phos- 
phorus and, when in eutectic, forms 
binary cells of iron and iron phos- 
phide. 

In some forms of chilled and mot- 
tled iron, however, cementite remains 
to form a ternary combination of 
cementite, iron and iron phosphide. 

It is the last compound to freeze 
in cast iron and goes into solution 
with ferrite at about 950° C or dis- 
solves in the iron at prolonged an- 
nealing at approximately 850° C. 

In high-phosphorus iron  steadite 
can be traced in the microstructure 
as a network surrounding the eutec- 
tic cell formation. 
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MID-WEST SNAGGING WHEELS 
ARE MORE EFFICIENT! 


Here are the two big reasons for Mid-West’s low-cost efficiency. They re ready 
to go to work for you! 
ishioned arbors minimize vibration. They re 


i. Mid-West designed fiber-ct 
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billet snagging, ig of steel snagging operations 
on all types of non-ferrous metals and ¢ 
Here is real erinding efficiency that’s bound to help you cut high produc- 
nplete nformation—write, wire or phone today. 


tion costs. For co! 
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MACLEOD 
ABRASIVE BLAST 
EQUIPMENT 


NEW! he nich-speep 


MACLEOD ‘‘RAPID-BLAST”’ 
BLAST CLEANING CABINET 














The brand new Type AL “Rapid Blast 
is specifically designed for high rate of 
continuous production. Features auto- 
matic, positive-locking, indexing rotary 
table, and can be furnished with inter- 
changeable work chucks for runs of dif- 
ferent items. Particularly adaptable for 
internal cleaning of work 


MACLEOD 
BLAST CLEANING 
ROOMS 








Available 
standard 
cial 
quired 
equippe 
chain -fall 
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able. Dust 
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The MACLEOD COMPANY 
44 Mosteller Rd., Sharonville, Ohio 


Send this coupon for MACLEOD Bulletins 
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Investment Castings 


(Continued from page 97) 

In primary investment, assemblies 
are dipped in a sodium silicate binder 
or dip coat and then dusted with a 
300-mesh sand. Dusted assemblies 
are shown in Fig. 8. The operator 
is wiping off the base of the sprue 
to permit better bonding of the base 
to the bottom board. The fine mesh 
sand provides the fine finish which 
marks investment castings. 

After the primary investment, the 
pouring basin of the sprue and pat- 
tern assembly is placed on a steel 
plate and attached with liquid wax. 
Position of the pattern on the board 
is similar to that of the primary in- 
vested assemblies shown on the rack 
in the background of Fig. 9. A stain- 
less steel flask is bonded to the bot- 
tom board with wax, as shown in 
Fig. 9. Wax also is used to seal the 
flask and bottom board on the in- 
side A turntable mounted on a 
slant is used to facilitate the move- 
ment of the wax on the inside of the 
flask. Paper tops on the flask, as 
shown in the illustration, permit a 
higher level of investment slurry; 
this head eventually is cut off. 


Vibration Compacts Slurry 

Dry ingredients used in the slurry 
are weighed on the second floor and 
then placed in hoppers to be con- 
veyed to the mixer on the floor below. 
These ingredients consist of grog, 
silica sand, tetraethyl silicate and 
magnesium oxide, which acts to ac- 
celerate the hardening of the slurry. 
The heart-shaped panel near the op- 
erator’s head in Fig. 10 holds the 
flexible metal base and pipes used 
to convey sand and wet ingredients 
to the blender from hoppers and 
storage tanks. 

After it has been mixed thorough- 
ly, the secondary investment slurry 
is scooped out of the tumbler or mix- 
er, shown in the background of Figs. 
10 and 11, and poured into the as- 
sembled flasks. Flasks rest on a 
small electric vibrating table while 
being filled. After they have been 
filled, the flasks are placed on one 
of two vibration tables which are de- 
signed to settle the secondary invest- 
ment slurry, eliminate air bubbles 
and fill out the detail around the 
wax assembly in the flask. Vibration 
continues for about 14-hour. The 
vibrating table shown in Fig. 11 was 
developed by Howard engineers and 
uses one main crankshaft and con- 
necting rod. The unit distributes the 
vibration over the entire 5 x 5 ft 
table area. 

After the slurry has become firm, 
the flasks are transported to the de- 
waxing oven, where the “head” and 


Since 1926 
exclusive producers 
of MULLITE brick, 
ry oY-T4 lo] Me dale]ol-FMeelale 
specialties 





designed for: 


HIGHER 
TEMPERATURE 
APPLICATIONS 


LONGER 
SERVICE LIFE 


for use in: 


e Direct & indirect arc 
furnac?s 


e Induction furnaces 

e Open flame furnaces 

e Crucible furnaces 

e Cupola spouts & breasts 
e Ladles 


SHAMVA Mullite brick, special shapes, 
ramming mixes and other specialties are 







engineered to your specific needs. Write 
for SHAMVA field engineering service. 


New catalog 
now available 








THE MULLITE REFRACTORIES CO. 
SHELTON 4, CONNECTICUT 
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paper top and the bottom board are 
removed. Production numbers then 
are painted on the bottom of the 
molds, as shown in Fig. 12. 

This is the point in the process 
from which it derives the “lost wax” 
name. Molds are placed on a 40-ft, 
continuous, conveyorized dewax oven 
with the gate down. The furnace is 
shown in the background of Fig. 12. 
In a temperature of 350° F, the wax 
melts, flows out of the inverted pour- 
ing basin, is trapped and is collected 
for reuse in the preparation of sprues. 

In normal procedure, the molds then 
move to the curing ovens, but the 
investment molds may be stored in- 
definitely. Simple racks, Fig. 13, are 
used to store the molds, which are 
placed so that the production numbers 
face out for ready identification. Pre- 
production of molds promotes flex- 
ibility in production melt schedules. 

Thirteen gas-fired furnaces in the 
production bay, similar to the one 
shown in Fig. 14, are used to cure 
the molds. Molds are heated to 1800 
F, a process which requires 4 to 5 
hours, and are held at that tempera- 
ture for 6 to 8 hours. Heat volatilizes 
all of the remaining wax, prevents 
gases from forming in the mold dur- 
ing pouring and cures the molds to 
withstand the high temperatures of 
the molten metal. Molds then are 
lifted from the furnace with tongs 
and placed on a wagon for almost 
immediate pouring. The spring sup- 
port on the pouring wagon, which 
prevents jolting of the mold, may be 
seen at the lower left of Fig. 15. 


Induction Melting Flexible 


Metal is melted in four induction 
furnaces of 200-lb, 100-kw and 100- 
lb, 100-kw capacity. The company 
stresses the importance of induction 
melting in providing a self-cleaning 
of the metal because of the stirring 
action, Induction melting permits the 
company to be flexible in handling 
a variety of both ferrous and non- 
ferrous alloys. 

Metal is tapped from the furnace 
into a ladle, as shown in Fig. 15, 
and the mold is poured. Pouring tem- 
perature of steel alloys is 3000°F. 
After pouring, the metal in the pour- 
ing gate is covered with silica sand. 
A sample of every heat is poured 
into a smali core, shown on the wag- 
on in the illustration, and this is 
sent to the laboratory for chemical 
analysis. 

Many tools are used in the labora- 
tory to maintain a high standard of 
quality. Fig. 16 shows an instrument 
for determining. the carbon content 
of metal samples. Other laboratory 
facilities include x-ray, Magnaflux, 
Zyglo equipment and an optical com- 
parator. Castings also are checked 
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@ HANDLE COKE WITH 
MINIMUM DEGRADATION 


@ HANDLE SAND 
WITHOUT LEAKAGE 


with the same BLAW-KNOX 
DUAL-PURPOSE FOUNDRY BUCKET 


¢ 
4 ‘ * i} 
i. eA) a . so oo cy 


Above—Rated 1-cu. yd. closed 
head type Blaw-Knox "'Shark- 
Tooth” Bucket, without liner 
plates, reeved 2-parts for 13'6" 
headroom. Range of sizes for 
every requirement. 


Right—This open head type 
Blaw-Knox Bucket, rated 1-cu. 
yd., is equipped with liner plates 
for rehandling sand, coal, lime- 
stone, etc. Shown reeved 2-parts 
for 8'9" headroom. Choice of sizes. 








BLAW-KNOX 
FOUNDRY BUCKETS 


@ BLAW-KNOX “Shark Tooth” 
Single-Line Hook-On Buckets cut 
the cost of rehandling coke, coal, 
sand, and small limestone because 
one bucket, with easily attached or 
removable liner plates, is all you 
need. With the plates attached, fine 
granular materials are handled with- 
out leakage. Without the liner plates, 
the “‘shark teeth’”’ literally finger 
their way through the coke, so it may 
be handled with minimum degrada- 
tion. Hook-On feature permits quick 
detaching for change to magnet. 


BLAW-KNOX BUCKETS 
help solve average or 
unusual conditions 


FOR AVERAGE HEADROOM—There’s a type 
and size of Blaw-Knox Single-Line Hook-On 
Foundry Buckets to meet a wide range of 
operating conditions. Take advantage of 
the Blaw-Knox engineering service avail- 
able without obligation to help you select 
the bucket best suited to your needs. 


FOR LOW HEADROOM—This Blaw-Knox 
Single-Line Hook-On Bucket solves rehan- 
dling problems when headroom is ex- 
tremely limited. The 3/,-yd. capacity bucket 
requires only 6'7” operating headroom. 
Also available in larger sizes. 


Write for Bulletir 2232 today 





























BLAW-KNOX COMPANY 
BLAW-KNOX EQUIPMENT DIVISION 
Dept. 971 
PITTSBURGH 38, PA. 
Offices in Principal Cities 





THE MOST COMPLETE RANGE OF SIZES AND TYPES 
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dimensionally in fixtures when re- 
quired. Turbine blades, for example, 
have complete gages for checking. 
An average blade has at least four 
gages. On jobs requiring heavy runs, 
a master gage is available for check- 
ing the others. 

After the mold has been allowed 
to cool 8 hours, the castings are 
knocked out. Each gate of castings is 
tagged with information on date cast, 
part number, material, heat number 
and order number. A high-speed fric- 
tion band saw is used to cut off sprues 
and risers from the castings, as shown 


Cleaning a water-cooled elec 
trode holder to smooth out 
parting lines, gate and riser 


contacts, etc. 


CAN YOU HANDLE 
BERYLCO? 


We will be glad to assist any 
foundry in handling beryllium 
copper casting alloys. Write, 
wire or phone today. For a com- 
plete listing of available alloys, 
write for your free copy of the 
Berylco Product Directory. 


lium copper 


in Fig. 17. Before and after sprues 
are cut off, the castings are metal 
blasted and then sand blasted. Each 
sprue and its castings are placed in 
a metal pan and move through clean- 
ing and inspection together. 
Photography is a quality control 
technique utilized by Howard. Gates 
and risers of assembled patterns are 
photographed and cataloged with in- 
formation on alloy, weight, dimen- 
sions and production techniques. The 
photographic library helps iron out 
production problems, assists in train- 
ing new personnel and greatly re- 





Pouring the water-cooled electrode holder shown in the 
picture below at City Pattern Foundry and Machine Co. 


A typical foundry specializing 
in beryllium copper 


City Pattern Foundry and Machine Co., of Detroit, 
started operations 41 years ago with three men in a 
20’ x 30’ room. Today it employs 300 men in a plant 
area of 50,000 square feet, and can provide a complete 
service from blueprint to machined castings ready for 
assembly. Most of the Berylco castings City Pattern 
produces are of high-conductivity, high-strength bery|- 
alloys for various resistance welding 
applications. Many welding jaws, resistance welding 
dies, and electrode holders are now being cast in 
Berylco, particularly where size and shape require- 
ments—as in the holder shown on the left 
the economic use of wrought materials. Berylco resists 
heat checking, mushrooming and sticking. Its added 
hardness, as compared with other alloys, gives better 
service under the high pressures met in welding mate- 
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duces the chance of error on the part 
of experienced personnel. A new type 
of camera is being used for this pur- 
pose—a 4 x 5-in. press camera with 
a Land camera attached at the back. 
Photographs are taken through the 
fine lens of the press camera and 
are exposed on the film of the Land 
camera. Prints are obtained in about 
60 seconds. 

Special attention is paid to engi- 
neering the casting. A new engineer- 
ing department with 12 drafting 
tables houses this operation. A sound- 
proof conference room is located near 
the engineering department. 

Complicated designs are possible 
through the investment casting proc- 
ess. Typical castings are shown in 
Fig. 1. Average size of castings being 
produced at the plant is about 7 in. 
in any one dimension. Weight of the 
castings now average about 8 Ib. 
Minimum wall thickness usually is 
not less than 0.045-in., although 
when design demands, an edge thick- 
ness of 0.030-in. can be cast. Holes 
are cast to the same tolerances as 
the remainder of the part. Hole di- 
ameters in a \4-in. section may be as 
little as 0.050-in. Often holes are 
cored in parts to reduce shrinkage 
that might otherwise occur in the 
wax pattern or cast part. Average 
as-cast finish of precision parts is 
125 micro inches, although castings 
are produced with finishes of from 
90 to even 70 micro inches. 

Precision castings generally have 
better physicals than sand castings. 
Usually interest is greater in com- 
parisons between properties of invest- 
ment castings and forgings. Tensile 
and yield strengths are about the 
same, but elgngation of investment 
castings is slightly less. Best prop- 
erties of a forged or rolled struc- 
ture are obtained parallel to the 
working or rolling, whereas mechan- 
ical properties of investment castings 
are the same in all directions. 


Noise Abatement Is Topic 
Of Symposium 


How can industry reduce machin- 
ery noise? This question will be the 
theme of the fifth annual National 
Noise Abatement Symposium to be 
held Oct. 21-22 at the Illinois Insti- 
tute of Technology, Chicago. Factory 
problems will be analyzed in discus- 
sions on noise control of machinery, 
handling materials, testing products 
and the sales appeal of quiet prod- 
ucts. The symposium chairman will 
be Stannard M. Potter, supervisor of 
sound and vibration control, Armour 
Research Foundation. More than 300 
industrial, civic and research leaders 
are expected to attend. 
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Stress vs Strain 


(Continued from page 79) 
observation also checks with experi- 
ence as well as with Brinson’s and 
Duma’s findings. 

Another interesting point from 
Figs. 4 and 5 is that the restriction 
of heat flow due to the enclosed core 
and the shifting of the longitudinal 
thermal centers toward the core sur- 
face must move the thermal center 
of the straight ‘“L’” junction fillet 
away from the mold surface. This 
move should decrease the possibility 
of hot tears at the fillet. Visible hot 
tears and ruptures at this point are 
not particularly common, but magnet- 
ic particle indications are. Since these 
thermal data became available, a few 
of these indications have been inves- 
tigated to ascertain they were hoi 
tears. To date, not all have been 
hot tears; some have been a type of 
shrinkage between the as-cast den- 
drites, as shown by Fig. 7. This 
photomicrography emphasizes an im- 
portant point in a study of hot tears. 
All magnetic particle indications are 
not hot tears, and the assumption 
that they are hot tears may lead to 
much confusion. 


Discrepancies Are Revealed 


This interdependence between 


stress and. strain, especially the 


chicken and egg aspect, is further 


emphasized by Middleton's. recent 
work®. Figs. 7 and 8 summarize 


the part pertinent to this discussion. 


Middleton determined the degree of 


hot tearing and the loads developed 
during cooling for castings restrained 
by a number of different sands. At 
first glance there seems to be an 
almost perfect relation in Fig. 7 be- 
tween the load (stress) and the 
amount of hot tearing. However, 
close study reveals some curious dis- 
crepancies. Why does the load for 
the 2 per cent linseed oil sand in- 
crease so greatly (800 per cent), 
whereas the amount of hot tearing 
increases only 220 per cent com- 
pared to a very similar sand con- 
taining 11, per cent linseed oil? 
Why does the urea-formaldehyde 
sand hot tear similarly to the ben- 
tonite sands although the load de 
veloped is practically zero? 

The relation between stress and 
hot tearing is good for most of the 
sands in Fig. 7—-the higher’ the 
stress, the greater the degree of hot 
tearing. But there are some inex- 
plicable variations. These variations 
ire accentuated when two independ- 
ent variables are compared, as in 
Figs. 7 and 8. The same _ stress 
theories that explain Fig, 7 nicely 
fall flat in Fig. 8. When pouring 
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temperature is studied, it is found 
that stress is diametrically opposed 
to degree of hot tearing—the higher 
the load, the less the hot tearing. 

So, let’s start all over. What we 
are interested in is hot tears. That’s 
what the cleaning room and the cus- 
tomer are yelling about. Fig. 7 
shows conclusively that sand plays 
a very important part in hot tearing. 
Of equal importance, Fig. 7 should 
be the final clincher in eliminating 
the old misconception that bentonite 
increases hot tearing and that or- 
ganic binders decrease hot tearing 
because they burn out and allow the 
sand to collapse. To the contrary, 
bentonite decreases hot tearing tre- 
mendously, and the commonly used 
liquid organic binders increase hot 
tearing. No one knows exactly why, 
but the answer probably involves 
surface density, as discussed previ- 
ously 

Temperature Affects Tearing 

Fig. 8 emphasizes a point that 
has been checked and rechecked 
that pouring temperature greatly af- 
fects hot tearing. The lower the 
pouring temperature is, the fewer 
hot tears occur, even though stress 
is greatly increased by lower pour- 
ing temperatures. True, the dis- 
crepancy between sand and pouring 
temperature in Figs. 7 and 8 can be 
explained by theorizing that the 
strength of metal is higher at low 
pouring temperatures and therefore 
can overcome more stress imposed 
by “hard” sands without rupturing 
But what makes the metal stronger 
at low pouring temperatures? There 
can be only one answer: Lower tem- 
perature gradients in the casting 
and less pronounced hot spots. It 
is difficult to transpose temperature 
gradients into stress. Temperature 
gradients can be transposed directly 
into strain and strain concentrat.on 
In fact, strength and stress confuse 
the picture, 

Perhaps the direct application of 
temperature gradients and_ strain 
concentration may seem overcompli- 
cated at first, but in reality it is 
basically simple. Is it too pre- 
sumptuous to compare this situa- 
tion to that of the Ptolemaic and 
Copernican theories of astronomy” 
The Ptolemaic theory that the sun 
stars and planets revolved around 


the earth seemed simple and 
straightforward, like’ the _ stress 
theory. However, there were too 


many exceptions, and a new one 
cropped up every time a planet was 
discovered, just as is happening with 
stress in hot tearing. The Coper- 
nican theory simply turned every- 
thing around, and although it was 
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more complicated at first, it fitted 
more experimental facts and made it 
unnecessary to pile exception on ex- 
ception. 

Temperature’ gradients can be 
translated directly into strain. Steel 
contracts close to 0.00001-in./in./°F, 
and strain is equal to this value. If one 
part of a casting 10 in. long cools 
to an average temperature 50°F less 
than another, there is a contraction 
strain of 0.005-in. induced in the 
hotter area. The strain concentra- 
tion then is determined by the di- 
mensions of this hot spot. Unfor- 
tunately, Middleton does not give 
any temperature gradients for his 
last test casting, but Middleton and 
Protheroe’ do for a similar casting in 
which the same relation between 
pouring temperature and hot tearing 
was found. 

Middleton’s and Protheroe’s par- 
ticular test casting’, which was made 
with 0.25 carbon steel and was 24 
in. long with about a 2-in. hot spot, 
did not hot tear when poured at 
2780°F, but did hot tear when poured 
at 2910°F, The temperature gra- 
dient between the contracting mem- 
ber and the hot spot was about 50°F 
when the casting was poured at 
2780°F and about 100°F when it was 
poured at 2910°F. These are equal 
to strain concentrations in the hot 
spot of about 0.006-in./in. (no hot 
tears) and 0.012 in./in. (hot tears). 


Shows Strain Concentration 


The data in Fig. 7 also can be con- 
verted into strain concentration in a 
similar manner, as follows. A Mid- 
dleton casting restrained so that all 
the contraction was imposed on the 
spring contracted 0.0055-in. in 55 
seconds and tore wide open. As- 
suming a hot spot of '%-in. in this 
particular casting, this is equiva- 
lent to a_ strain concentration of 
0.011-in./in., about the same as that 
in previous castings of Middleton 
and Protheroe, poured at about the 
same temperature. Middleton’s 
“hardest” core caused a spring de- 
flection of 0.0032 in. This is equiv- 
alent to a strain concentration of 
0.0064-in./in., still within the range 
established by the previous test cast- 
ings’. The ‘softer’ sands caused 
slight hot tearing with spring de- 
fiections as low as 0.0005-in., caus- 
ing strain concentrations of 0.001-in. 
in. at 2867°F pouring temperature. 
This strain concentration did not 
cause hot tearing when similar cast- 
ings were poured at 2780°F, for 
these castings did not hot tear with 
strain concentrations up to 0.006-in. 
in. 

The check between sand and pour- 
ing temperature, as they affect hot 
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tears, is not perfect when based on 
strain. However, they check with- 
in the same order of magnitude and 
are not too far off when all the 
guesses that were necessary are 
considered. At least strain checks 
better than when these same vari- 
ables are compared from the stand- 
point of stress, for with stress there 
is no relationship at all. 

Another method of estimating 
strain concentration when = direct 
tempcrature measurements are not 
possible is by determining the rela- 
tive cooling rates of the various 
parts of the casting by surface area- 
volume __ calculations. Even this 
method has many limitations at 
present because of tack of knowledge 
otf heat flow at points of restricted 
heat flow, like junctions of sect’on: 
where hot tears are prone to form. 
This limitation will be overcome in 
time as more data become available. 
In the meantime qualitative esti- 
mates, similar to those shown in Fig. 
4, can be made for many casting 


napes. 
Compares Steel and Malleable 


Another comparison of stress and 
strain is possible, this time between 
two metals, malleable (white) iron 
and steel. Lange and Heine® have 
investigated the hot tearing charac- 
teristics of white iron, using a spring 
loaded mechanism very similar to 
that used by Middleton and Proth- 
eroe. The most significant differ- 
ence was in the shape and size of 
the test casting, which was !.-in. 
in diam, with a _ 13/16-in. diam 
shoulder to form the hot spot, and 
95¢ in. long, whereas the steel speci- 
men was 1 in. square by 24 in. 

It is significant that both investi- 
gators found a spring that loaded 
the specimen at a rate of 1 lb per 
0.0001-in. deflection to be the most 
suitable. Middleton and Protheroe 
found that stiffer springs ruptured 
their steel castings too soon and at 
too high temperatures. Lange and 
Heine found that a weaker spring 
would not rupture their white iron 
castings. Both investigators found 
that their metals hot tore with sim- 
ilarly hindered contractions. Steel 
ruptured under strain with over-all 
contractions from 0.0002 to 0.001-in. 
in. White iron ruptured with over- 
all contractions between 0.0003 and 
0.0015-in. /in. 

However, the loads (stress) re- 
quired for rupture were very differ- 
ent. Steel ruptured at loads_ be- 
tween 50 and 100 psi unless poured 
very cold, cioce to the liquidus tem- 


perature, White iron ruptured at 
much higher loads, 150 to 750 ps 
The higher loads were Associate 
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with the lower carbon irons that NO w inforced 
eee get new, reinrore 
more closely approach steel in com- . 


position. Perhaps this difference in 


chemical composition or the shape 
and size of the test specimens ac- - 
count for this difference (300 to 750 


per cent) in stress. Practice indi- 
DEPRESSED CENTER 


cates (and only indicates) that 
white iron does not hot tear quite as LS 
badly as steel and not to the degree DISK WHEE 
predicated by stress. 
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for hot tearing is accentuated when 


supernheat is considered. Steel loses bouncing . . . holds wheel in close contact with 
strength and resistance to hot tears work. Cushioned action distributes pressure evenly 


rapidly with even 50°F superheat, . .. makes every inch of surface travel an inch 
) of productive cutting . . . speeds up work with 
either portable or bench-type grinders. 


FOR LONGER LIFE . . . LOWER COSTS. Bonded 
together with an extremely tough resin for added 


and the highest superheat used by 
Middleton and Protheroe was 140°F. 
The white iron castings were poured 


with 200 to 500°F superheat. This durability. Textile reinforcement provides maxi- 
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te-analysis from the standpoint 
ot strain and strain concentration 


seems, at least to the writer, to 

bring the two metals closer in line. ATLANTIC ABRASIVE CORP. 
7 Oe vital m Lange's snd Reeve South Braintree 85, Massachusetts 

test casting is established by thermal 
studies as % in. This figure estab- 
lishes the strain concentration re- aa en a ae 
quired to hot tear their white iron 

castings as between 0.0008 and 

0.004-in./in., depending primarily on 

the carbon content. The higher Having slag-hole trouble in your continuous 
strain concentrations allowable  be- 
fore hot tearing are associated with 
the lower carbon contents—about 2 ; 
per cent. These values correspond practically no change in hole size. Order a few of these 
to strain concentrations for steel extra-durable blocks, and make your own comparisons. 
from Middleton’s and Protheroe’s 
test castings of 0.001 to 0.013-in./in. 
The 0.001-in./in. value for steel 
poured at 140°F superheat is more 
comparable to that for white irons 
poured at 200 to 500°F superheat. The 
average value of allowable strain 
concentration for white iron is about 
200 per cent greater than for steel, 
and this value seems to check closer 
to production experience than does 
stress. 

Middleton’s data also give a good 
comparison between the relative im- 
portance of two major variables 
sand and metal temperature—to hot 
tears in steel castings. The effect 
of a number of sands in common use 
in the country was summarized in 
Fig. 7. Fig. 8 shows the effect of 
pouring temperature with one of 
these sands. All other factors were 
constant, and a direct comparison 
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of hot tearing and therefore very 
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same pouring temperature’ experi- 
ments with two other sands, one 
containing 5 per cent bentonite, the 
other 5 per cent bentonite and 20 
per cent silica flour. The water con- 
tent of the silica flour sand was 4.4 
per cent versus 4.8 per cent in the 
5 per cent bentonite sand, and these 
two sands had about the same dens- 
ity. The pouring temperature tests 
with these two bentonite containing 
sands were inconclusive, Most did 
not hot tear at all, the worst only a 
inillimeter or so. The variation prob- 
ably was within the error of the test 

These tests can mean only one 
thing—that the sand itself, its col- 
lapsibility, density, or what have 
you, is a more important variabie 
than pouring temperature. The 
variation due to sand was over 1300 
per cent, whereas the effect due to 
pouring temperature was under 1000 
per cent. The extremely low pour- 
ing temperatures (2770°) required 
to obtain this difference cannot be 
used in most foundries. A more 
usable value for pouring tempera- 
ture would be about 300 per cent. 
More important is that the influence 
of pouring temperature was only ap- 
preciable with the “harder” sands 
The ‘softer’ sands overshadowed 
pouring temperature to the degree 
that variations in pouring tempera- 
ture were not significant. 

Some foundrymen will say that 
they have known this all the time. 
but, then, why has there been an 
accent on metal? Middleton’s data 
are the first formal proof of this 
important point that have been pub- 
lished and therefore are important. 

It is quite difficult to dispute these 
data. What “we need is work to de- 
termine why there is a great differ- 
ence in sand collapsibility and how 
to measure it. Instead of looking 
for a magic wand to stop all hot 
tears, a new approach to sand col- 
lapsibility will pay more real divi- 
dends, even though there is little 
hope for panaceas. 
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TRADE PUBLICATIONS 


LUMINUM ALLOY: Foundiy 
Services Inc., Z60 Madison Ave.., 
York 16, N. Y.—Information 
No, 33 describes aluminum- 
alloy ASTM G 10A. 
Chemical composition, mechanical 
properties, heat treatment, melting 
procedures, and molding techniques 
are discussed. 
For More Details Circle No. 141—Page 199 
LEAK-PROOF COUPLING: Indus- 
trial Sales, Titeflex Inc., Hendee St., 
Springfield 4, Mass. — Bulletin de- 
scribes a quick connect-disconnect 
hose coupling with full swiveling ac- 
tion for water, oil, steam, gas, and 
chemical lines that is said to pro- 
vide permanent freedom from leak- 
age. 
For More Details Circle No. 142—Page 199 
FOUNDRY EQUIPMENT: Ster- 
ling Wheelbarrow Co., Milwaukee 14, 


Wis. — Elaborate 


New 
sheet 
magnesium 


Golden Anniver- 
sary catalog con- 
tains specifica- 


a tion, dimension, 
and capacity in- 
~~ formation about 
the company’s 


custom-built and 
standard flask, 
i a heavy - duty 
flasks, stack molding flasks, flask 
bars and pins, clamps and clamping 
bars, bushings, steel core plates and 
bottom boards, bands and_ upsets, 
slag buggies, general and heavy- 
duty wheelbarrows and trucks, core 
trucks, and pneumatic and _ steel 
wheels. 
For More Details Circle No. 143—Page 199 
PATTERN DUPLICATION: Cerro 
De Pasco Corp., 40 Wall St., New 
York 5, N. Y.—Technical bulletin 
“Cerro Alloys in the Pattern Shop” 
contains information about making 
accurate duplicates of wood patterns 
in the construction of aluminum 
matchplates. A method of anchoring 
phenolic plastic, metal or wood pat- 
terns in matchplates also is de- 
scribed. 
For More Details Circle No. 144—Page 199 


CREEP TESTING MACHINE: 
Minneapolis-Honeywell Regulator Co., 
Industrial Division, Wayne & Wind- 
rim Aves., Philadelphia 44, Pa.—In- 
strumentation data sheet 10.18-5 de- 
scribes operation and instrumentation 
of an arc-weld creep testing machine, 
developed for testing special alloy 
steels used in high temperature serv- 
ice. 

For More Details Circle No. 145—Page 199 


LADLE COVER: Ironton Fire 
3rick Co., Ironton, O.—Technical bul- 
letin File C, No. 5 illustrates a meth- 
od of using an aluminum silicate 


wee ee eee ee ee ee eee! 
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For more details on these items 
use reply card—page 199 


4G eeeseeeeeeeeeeeeseus 


mineral material with low thermal 
conductivity properties as a ladle 
cover by pouring or shoveling on top 
of the molten metal to form an in- 
sulating blanket that is said to pre- 
vent temperature drop before pour- 
ing. 
For More Details Circle No. 146—Page 199 
ELECTRICAL INSTRUMENTS: 
Weston Electrical Instrument Corp., 
614 Frelinghuysen Ave., Newark 5, 
N. J.—Catalog M-2-A provides in- 
formation on fixed stem and distant 
reading dial thermometers, tempera- 
ture and pressure recorders, nonindi- 
cating controllers, indicating and re- 
cording controllers, as well as ac- 
cessories and diaphragm motor 
valves. 
For More Details Circle No. 147—Page 199 
REFRACTORIES: Harbison-Walk- 
er Refractories Co., Farmers Bank 
Bldg., Pittsburgh, Pa.—Technical de- 
tails, application information and 





Radiographing a flange on a heavy steel casting. 


.. A Short cut to more 


productive and econom- 
ical foundry practice 


The use of gamma rays in radiographing steel cast- 
ings has greatly increased since 1930, when the first 
commercial use of radiography was introduced. 
dium radiography is simple, economical and effective; 
because it may be rented or leased, the equipment 
It is simple to 


doesn’t require a capital investment. 


operate because it doesn’t require especially skilled 
Today radium radiography is rapidly ap- 
proaching the status of standard equipment in pro- 
Let us tell you more about 
the simplicity and economy of radium radiography. 
Write today for prices, terms and case histories. 


operators. 


gressive steel foundries. 


requirements promptly supplied. 


RADIUM CHEMICAL CO., INC. 


161 East 42nd St., N. Y. Chicago: Marshall Field 
3974 Wilshire 


Annex Bldg. Los Angeles: 


Your 


charts on two types of fireclay brick 
are found in bulletin. These brick are 
said to offer high refractoriness, high 
resistance to spalling, high resistance 
to fluxes, low porosity, stability of 
volume and strength at high tem- 
peratures. 
For More Details Circle No. 148—Page 199 
VISES: Wilton Tool Mfg. Co., Dept 
CR, 925-941 Wrightwood Ave., Chi- 
cago 14, Ill—Several types of vises, 
clamps and positioning devices are 
described in general catalog 110 
For More Details Circle No. 149—Page 199 


ABRASIVES: Sandusky Abrasive 
Wheel Co., 623 Ransom St., Kalama- 
zoo, Mich.—Catalog describes rubber 
and resin-rubber bonded grinding and 
cut-off wheels, mounted points, and 
abrasive sticks and blocks for all 
types of light grinding, polishing, de- 
burring, tool sharpening, and most 
cut-off operations. 

For More Details Circle No. 150—Page 199 


MATERIALS HANDLING:  Gif- 
ford-Wood Co., Hudson, N. ¥Y.—Tech- 
nical information, deescriptions, il- 
lustrations and diagrams of specific 
industrial applications of a variety of 
material handling systems are offered 
in 32-page bulletin No. 400. 

For More Details Circle No. 151—Page 199 


WELDING SAFETY: Air Reduc- 
tion Sales Co., Division of Air Re- 
duction Co., 60 East 42nd St., New 
York 17, N. Y.—Safe practices book- 


BUY ...RENT 

OUR RADIUM 

...OR LEASE 

RADIOGRAPHY 
KIT 


Ra- 











The apparatus is as simple as 
A—small radium capsule 
B—cartridge container 


Bivd. C—rigid string support 
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let is designed for welding and cut- 


sjoccd HOI STS ting operators handling oxyacetylene 
and are welding equipment. Book- 
for FOUNDRIES (i. oersonat setts, the handling and 





maintenance of cylinders, torches, 
regulators and hoses. Sketches illus- 
trate safe practices as well as mal- 
practices. 
For More Details Circle No. 152—Page 199 
METAL POWDER: Easton Metal 
Powder Co., 233 Broadway, New 
York. Photographically illustrated bul- 
letin describes company’s modern 
plant and depicts laboratory facili- 
ties and the sequence of production 
operations in the manufacture of a 
new line of iron powders. The line 
includes various grades of powder for 
flame cutting, scarfing, washing, flux 





SLOW on the draw 
FAST when all-clear 











a 
Pret 
j 
Eee os eae 
FAST IN THE DETROIT, 2 Speed Foundry Hoists have two coating of welding electrodes, powder 
ALL-CLEAR AREA distinct hoisting and lowering speeds that do metallurgy, electronic and chemical 
not vary with the amount of load—a very slow operations. 
r . : For More Details Circle No. 153—Page 199 
speed for setting or parting molds or any other 
delicate operation, and a time-saving, high speed WELDED CHAIN: McKay Co., 326 
for use in all-clear areas. McKay Bldg., Pittsburgh 22, Pa. 
Bulletin B cata- ‘ 


















































The control is simple—one push_ button 
ie logs various types 
operates the two hoisting speeds, a second ath weet 
LOW ON THE DRAW d of welded chain 
button operates the lowering speeds. ae ; rorkineg M 
OR SETTING ; : ' as to working 
Detroit, 2 speed hoists available in various load limits, ma- WELDED 
capacities, are a boon in foundry work. Ask terial diameter, A 
for additional information on them today. link sizes, finish- aTTACHOENTS 
es and packaging. 
DETROIT HOIST & MACHINE CO — a 
— electric welded 
Designers & Manufacturers Since 1905 ee ian thimee«s 1 
8276 Morrow Street Detroit 11, Michigan high carbon and alloy steel in stand- 


ard types and sizes are covered. A 

section is devoted to various repair- 

° ing links, grab hooks, slip hooks, 

& ; cold shuts and connecting links gen- 

When You Think of erally used to construct special as- 
semblies. 

lumtuum 9 
Hoot NONFERROUS GRINDING: Min- 
nesota Mining & Mfg. Co., 900 Fau- 


For More Detaiis Circle No. 154—Page 199 
: THINK 4 quier St., St. Paul 6, Minn.—The use 
The sign, S-G, on alum- ©) of coated akrasive belts and disks 
inum ingot means alum- for removing nibs, risers, burrs or 
; F if lit flashings from nonferrous castings is 
ee OT pointed out in booklet. Also featured 
made to meet the most is the use of coated abrasives in the 
rigid chemical and physical finishing of patterns, molds and dies 
fi Whether it’ as well as the application of pressure 
specifications. ether it's sensitive tapes in nonferrous found- 
ries. 
For More Deta!!s Circle No. 155—Page 199 





for permanent mold, sand 
or die casf you can be sure 
with S-G ingot. 


Our complete modern re- ot -Folder presents information on core 


CORE PLATES: Johns-Manville, 
22 East 40th St., New York 16, N. Y. 


search and testing labor- plates and slip jackets and data on 
tori ilabl é a an asbestos form drier developed for 
atories are available ° y , J : use in dielectric and electronic fur- 
help you secure just the a naces. Recommendations for use, per- 


right ingot to meet your formance characteristics and _illus- 
trations of materials in service are 


needs. ' covered. 
For More Details Circle No. 156—Page 199 
ALLOY SPECIFICATIONS:  R. 
5S AND BRO To Lavin & Sons Inc., 3426 South Ked- 
BRA NZE INGOT aLsOo pRODUCED YOuR SPECIFICATIONS zie Ave., Chicago 23, Ill.—Volume 
10, No. 1-2 contains nonferrous ingot 


SOnKENR-GALAM BA : and casting alloy data in chart form 
MEMBER ALUMINUM RESEARCH INSTITUTE compiled for easy reference. Specifi- 
Riverview at 2nd Street © Kansas City 18, Kansas cn TaMNeES, Chemica) compoli- 

tions, physical properties and test bar 


designs also are given. 
For More Details Circle No. 157—Page 199 
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Step ahead in this 
five billion dollar 
market with 


Foundry’s 


PLUS 5 
SERVICE 


What is PLUS 5? It’s your key to 
more business from foundries. It 
gives every FOUNDRY advertiser a 
bonus he can get from no other 
source. Here is help in analyzing this 
market—studying sales territories and 
potentials—planning the sales effort 
—and creating a constructive promo- 
tion program to the 5 billion dollar 
foundry market. It’s time to take a 
new look at this market—and at the 
unusual selling aids we have for you. 
Say PLUS 5 to your FOUNDRY rep- 
resentative and he'll show you this 
S-step program designed to move 


more of your products into foundries. 


F A Penton Publication 


more than a magazine...a complete 
sales development service 


Penton Building, Cleveland 13, Ohio 


August 1954 











ROUND... AND ROUND THEY GO... 


With a Fast, Smooth Gyratory Motion 


COMBS 


FOUNDRY RIDDLES 





WORLD 


i nl 














i FAMOUS! 
Tt 
: 
a 
a 
i Type “cs” 
with 24" 
a pe g square screen 
Type “HL” Lab Sifter and automatic 
for sand control discharge 




















TYPE "Vv" 
With 20” sieve $250.00 
Also made with 
36” sieve $450.00 


All these machines cost Jess 
than 1¢ an hour for power. 
Quickly removable steel rim 
ies “pa Oe : sieves can be removed, emptied 
Type CR with and replaced in seconds. Saves 
2i' sieve $310.00 up to 97% of your labor costs. 

Send for free descriptive folder. 





Prompt Delivery From Your Foundry Supply House 


GREAT WESTERN MFG. CO. 


LEAVENWORTH e@ KANSAS 














TISCO Replacement Blade 
Mf'rs. Part No.36473 
Tisco Pattern No. 25615 






WHEELABRATOR USERS 


REPORT: ) to 


times longer 
blade life! 






REPLACEMENT 
BLADES 
to fit Wheelabrators * 












TISCO BLADES |COMPETITOR’S 


USER** 











Customer A | 78 hours per set 44 hours 
Customer B 62 hours per set 30 hours 
Customer C | 114 hours per set 36 hours 


TISCO Replacement Biade 
Mf'rs. Part No. 47130 
Tisco Pattern No. 23820 


Customer D | 101 hours per set 16 hours 


Names on request Customer E | 192 hours per set 38 hours 

















® SAVE money—down time—lost production 


heck your present blade-hours against the chart 
above. Most iikely you, too, can increase blade life 
and reduce maintenance costs by installing TISCO 
Replacement Blades. 
What makes this possible? The specially developed 
wear-resistant alloy and fabricating methods pioneered 
by Taylor-Wharton for Wheelabrator* blade service. 
Blades are heat-treated to a Rockwell C hardness of 65 
and Brinell hardness of 700. All fitting dimensions are 
accurately ground to gauge— wearing surfaces have maxi- 
mum smoothness—each blade is weighed and balanced 
in sets. 
Order TISCO Blades from your foundry dealer or 
direct from us. Keep job records—be convinced! 


Sold by foundry dealers throughout the United States 
and Canada. If your dealer has none—write us direct 


*Reg. U. S. Pat. Off. by American 
Wheelabrator & Equipment Corp. 


TAYLOR-WHARTON sree. co 


1742 HIGH BRIDGE 7, NEW JERSEY 


Cincirinati, O 


Founded 


Birmingham, Ala. Easton, Pa. 





w 
es 
to 









TISCO | 











Underside view of the R & J 
aluminum-cleat bottom board 
Both this and the R & J wood- 
cleat board are used by Zenith 
Foundry, West Allis, Wisconsin 


And Here's Why Zenith Foundry Co. 
Uses R & J Aluminum Bottom Boards— 


1. No heavier than wood—but won't char, smoulder, 
or burn like wood. 

2. Much cheaper than magnesium—and won't fuse. 

3. R & J's are scientifically designed for extra strength, 
and properly vented for gas release. 

4. R & J’s are pound for pound less expensive than 
flimsier competitive brands. 

5. R & J's stand up year after year. 

R & J] Aluminum Bottom Boards can be custom- 


made to meet YOUR particular requirement or design. 
For full details—price list—quotations, contact: 


610 South 94th St. 
R& J Foundry Co. poo 14, Wis. 














COLOR 


YOUR 


CORE SANDS 


Modern foundries have found it practical to color 
their various grades of core sands. This eliminates 
guesswork and assures the proper use of the re- 
quired type of core sand for the particular job at 
hand. 

Our laboratories have developed a line of special 
dyes in a range of colors that have been carefully 


tested and found suitable as well as economical. 


Write us for details and samples. 


EATON CHEMICAL AND DYESTUFF COMPANY 


1490 Franklin Street Detroit 7, Michigan 





Canadian Branches: Windsor and Toronto 





FOUNDRY 


























“They 





/ 


STAND THE HEAT 


Meme 


MELTING POTS 


DB) Sl ey-\) LO) BS 
INGOT MOLDS 


. FOR MELTING NONFERROUS METALS 





S 


RESISTING IRON 


WRITE FOR 
SCHEDULE OF 
40 SIZES 


MADE OF 
PECIAL M-HEAT 





gy aN FOUNDRY COMPANY 


2502 22 





HEAT OR DRY LADLES 


/ Economical 
Safe Way 


with 


: HAUCK Portable 


Venturi High Pressure 


OIL BURNERS 


@ 5 times as fast as wood or charcoal. 

® Eliminate smoke, ashes, gases. 

® Burner lights without preheating. 

® Burns fuel oil, kerosene, etc. 

® Clean, powerful, instantly adjustable for drying 
or heating. 

@ Sizes for all ladles from 100 to 10,000 Ibs. and up. 

® Single and double burners operating from one 
fuel tank. 


Write for Catalog 1043 


HAUCK MANUFACTURING CO. 


“Oil and Gas Burners for Core Ovens, 
Annealing Furnaces, Heating and Drying 
"106 TENTH STREET @ BROOKLYN 15,N. Y. 
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Phone: 
Tashmoo 5-2404 


nd St. Detroit 16. Mich. 





No. 4 DAYTON RING VALVE 
BENCH 


RAMMER 


MORE POWER—MORE SPEED 


You'll get more production with 
these faster, more powerful ram- 
mers and at the same time sub- 
stantially reduce maintenance 
costs. 


The Valve Units will last for years 
The Cylinder Bores and Piston 
Rods are HARD CHROME 
PLATED which doubles the life 
of the Rammer. Many of the larg- 
est foundries in the country have 
already adopted them as standard 
Made in six sizes to meet every 
requirement 





Bulletin 300 


Send for 


DAYTON PNEUMATIC TOOL CO. 


of Pneumatic Tools Since 1903 


DAYTON, OHIO 















































TEMPERING 


The Automatic Sand 
Tempering Unit adds the 
exact amount of tempering water 
to any type of sand in any type of 


sand mill. 


RESULT Constant Moisture— 


Saves labor—Improves ease of 


molding —Saves castings. 





AUTOMATIC SAND: AUTOMATIC SAND 






The Hoppertrol 
Unit automatically 
raises and lowers the 
sand plow depending 


on sand level in center 





of the bin or hopper. 


RESULT Saves labor—Removes men from dusty 


locations. Sand distribution may be programmed. 


CONTROL EQUIPMENT 


SAND 


- MOLD. MOISTURE 


SULFUR WRITE FOR LITERATURE 


HARRY W. Hiete ric — iatiadas 


9330 ROSELAWN AVE. . DETROIT 4, 











HILADELPHIA 


OKE 


PHILADELPHIA COKE COMPANY 


4501 Richmond St. 
Philadelphia 37, Penna. 
PHONE: DELAWARE 6-3100 


Producers of 


FOUNDRY - METALLURGICAL 
INDUSTRIAL COKE 














MICHIGAN 


WILL CALL ON REQUEST 


PENN | — 





No. 30-A 
Bottom Dump Bucket 


Exclusive design makes this bottom dump 
bucket easy to operate .. . easy to open. 
Efficient for foundry use in handling all 
types of sand, moulding or core, dry or 
prepared. Can be used with coke, scrap iron 
and castings also. Sizes 7 to 200 cu. ft. 






Write Today for Catalog e Prices Quoted on Application 


PENN ite), A fe) 1. ean 


READING, PENNA. 


FOUNDRY 














“Oliver” Lathes are versatile 
... they save time and simplify 
work on large patterns 





The ‘‘Oliver’’ No. 22 Lathe handles a wide range of patterns, 
or where the patterns are large and heavy like wheels for 
generators. Movable carriage and tail stock can be quickly 
located in any position on the T-slot soleplate. Swings 96” 
over base, 104” at rear of head stock. Turns 6’ 6” between 
centers of standard machine. Has 4-step cone pulley. Speeds: 
22 to 948 r.p.m. for D. C. or 30 to 1310 r.p.m. for A. C. 
Used by leading engineering firms. Write for Bulletin No. 22. 


‘“Oliver'’ makes a full line of lathes and 
woodworking machinery for pattern shops 


OLIVER MACHINERY COMPANY 


Established 1890 GRAND RAPIDS 2, MICHIGAN 











uick Clean Release 


for SHELL MOLDS 





_ SEPARA 




























SHELL MOLDERS! 
CHECK 
THESE FEATURES 


v¥ Wets and adheres to all metal 
surfaces. 

V Does not affect permeability of 
shells. 

V¥ Will not form carbonaceous 
deposits. 

¥ Completely stable at all mold- 
ing temperatures. 


PRICES 


Sample Can $ 2.00 
a Unbroken dozen 18.00 
ws rune UNDILUTED bax] Unbroken gross 197.40 


1s THE PER Minimum Freight Allowed 





Further discounts on larger orders, 


INJECTION MOLDERS SUPPLY CO. 








3514 LEEROAD WYoming 1-1424 CLEVELAND 20, OHIO 
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= DESULPHURIZE 
— 


| with 
| COLUMBIATSOUTHIERIY 
| SODA BRIQUETTES 
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The size and shape of Columbia-Southern Soda 
Briquettes have been scientifically designed to do a 
faster, better desulphurizing job in Blast Furnace and 
Foundry operations. 

The walnut form exposes maximum surface area 
and it is a known fact that the amount of contact ts 
a highly important factor in determining the percent- 
age of sulphur reduction. 

Aside from speedy and efficient desulphurization, 
Columbia-Southern Soda Briquettes accelerate pro- 
duction, increase fluidity, quicken the release of 
gases and impurities, allow for automatic slag skim- 
ming, and improve the refining value of the iron. 

Order your supply today by name “‘Columbia- 
Southern Soda Briquettes.’’ Packed in 100 Ib. paper 
bags; easy to handle and store. 


COLUMBIA-SOUTHERN 
CHEMICAL CORPORATION 


SUBSIDIARY OF PITTSBURGH PLATE GLASS COMPANY 





ONE GATEWAY CENTER. PITTSBURGH 22, PENNSYLVANIA 


District Offices: Boston * Charlotte * Chicago ¢ Cincinnati * Cleveland 
Dallas * Houston * Minneapolis * New Orleans * New York ¢ Philadelphia 
Pittsburgh © St.Louis * San Francisco 








HERMAN NELSON 


UNIT HEATERS 





Choose the right heater in the bse size from the job-rated 
line of Herman Nelson Horizontal Unit Heaters. Eighteen 
sizes handle everv heating aa all are designed to use 
either steam or hot water. You get quick heat—no warm 
up to waste fuel and electric current. Get the best—and 
most beautiful— get Herman Nelson Unit Heaters. Available 
also in Vertical, De Luxe, Gas Fired and Industrial models 


Write for descriptive literature 


_ American Ai Fitter 


COMPANY, INC. 
266 Central Avenue, Louisville 8, Ky. 


AMERICAN AIR FILTER OF CANADA, LTD. 
Montreal, P. Q. 
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with a 
model 363 


“ 


ee 


BARBER-GREENE 
PORTABLE CONVEYOR 


UNLOAD 


at lowest cost 








BARBER- GREENE ail 358 


see your B-G distributor 
or write 


Barber-Greene 


























AURORA, ILLINOIS, U.S.A. 


MTT 


HIGH SILICA QUARTZITE PEBBLES 


x** 
R. W. SIDLEY, INC. 


| THOMPSON, OHIO JEL. y VAT 

















EDWIN S. CARMAN, INC. 


LEE ROAD AT MAYFIELD 
CLEVELAND 18, OHIO 





A COMPLETE FOUNDRY SERVICE 


MECHANIZATION PI 





























GAS, OIL AND ELECTRIC 


FURNACES 


For all annealing and 


heat treating requirements 


THE ELECTRIC FURNACE CO. e SALEM, OHIO 
Canadian Associates @ CANEFCO LTD. @ Toronto |, Canada 
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A RADIOGRAPHY «7:52 








‘/racertab 
Cobalt-60 and Iridium-192 
RADIOGRAPHY SOURCES 


... and all necessary accessories are avail- 
able for /ow cost industrial radiography. 


With the versatility, practicality and porta- 





NEW LOW PRICES 





bility offered by radioactive sources, even 
the smallest firm can now afford to radio- 
graph work to PROVE its quality. 


FREE booklet covers sources, 
Tracerlab < 
130 HIGH ST., BOSTON 


containers, handler, survey 
2295 SAN PABLO AVE., BERKELEY 


and personnel protection in- 








struments. Write TODAY for 
your copy. 


SUCCESSFUL FOUNDRIES EVERYWHERE 


ARE SAVING MONEY WITH 


SAFCO Core Oils.. 


%& LOWER CORE AND CASTING LOSSES 
%& REDUCE SHAKE-OUT TIME AND LABOR 
* CUT CLEANING ROOM COSTS 

%& DECREASE BAKING TIME 

*& REDUCE CORE GAS AND SMOKE 

*& ELIMINATE CORE-BOX STICKING 


Foundries of every type and size are cutting losses 
and saving money by putting a SAFCO core oil 
to work for them. In the comprehensive SAFCO 
line there is the correct oil to fit your foundry 


practice and give outstanding performance... 


WRITE FOR FREE LITERATURE — TODAY ! 
OllL PIONEERS FOR OVER 100 YEARS 


- SWAN-FINCH OIL CORPORATION 


205 EAST 42nd STREET - NEW YORK 17. N.Y. 
CHICAGO DETROIT MEMPHIS 
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FLOW STOPPAGE 
COSTS MONEY! 


PneuBin will solve your flow stoppage problems and 
help reduce your operating expense. When materials 
hang-up in your bins and hoppers, PneuBin starts them 
flowing again. The PneuBin unit consists of a steel- 
backed neoprene panel, mounted on the inside wall of 
your bin. By the pneumatic inflation and deflation of the 
panel, the bin contents are displaced and disturbed to 
activation. After the diaphragm has collapsed, the air 
control unit (operating off the regular plant air supply) 
starts another cycle of inflation and deflation. The 
process continues automatically at whatever frequency 
is set on the air controller. 

Because the neoprene panel is resistant to oils and 
most chemicals and is also thick and tough enough to 
withstand severe abrasive service, PneuBin is applicable 
to most any bin flow problem. 








panels solve 


“your flow problems! 


Sizes: PneuBin panels are available in 14 standard sizes, 
4” to 24” wide, 6” to 72” long. Special sizes can be made if 
required in quantity. 


Send for ‘Flow Stoppage Report” and free literature. 
PneuBin engineers will gladly make recommendations, 
with no obligations on your part. 


PneuBin is a product of 
GEROTOR MAY CORP. 


> fi BALTIMORE 3, MD. 


un’,. GEROTOR 


HYDRAULIC PUMPS & MOTORS 
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Core support failures are 





REDUCES ON 
CASTING REJECTS | 


minimized because you car i 


pack sand better under head 


and around stem of this chap- 
let. WRITE FOR BULLETIN 


CLEVELAND CHAPLET & MFG. CO. 


26470 Lakeland Bivd. 
Cleveland 22, Ohio 


CLEVELAND 


Since /890O 


Cleveland Chaplets. 








AUTOMOBILE 
CYLINDER 
LINERS 
DIESEL 
ENGINE 
LINERS 
BRONZE 
| BUSHINGS 





showing various types of 


CENTRIFUGALLY CAST 


on the new 
WATER-COOLED 


Model M-WC 
(Ilustrated) 
Utilizes low cost permanent molds of available steel tubing 


to produce gray machinable cast iron or bronze bushings. 


Water cooled molds can be maintained at either high or low temperature 
easily. High or limited production in very small space with unskilled 
labor. Completely safe for workmen. Simple, sturdy equipment. Quick 
changeover from one mold to another. Practically 100% metal yield of 
high quality, denser castings. Metal porosity eliminated. 


Write for new Bulletin # 153 Illustrating Model M-WC 


RESEARCH FACILITIES 
We have available an Experimental Foundry equipped for ferrous ana 
non-ferrous melting for both vertical and horizontal centrifugal casting 
production. Our facilities are available to foundries for research or trial 
centrifugal castings at low cost. 


Centrifugal Casting Machine Co. 
P. O. Box 947 Tulsa 1, Okla. 














WASH YOUR PLANT WINDOWS AND LET THE 
SUNSHINE IN! Use a HICKMAN ELECTRIC POWER 


SCRUBBING BRUSH with direct water and soap supply. 
Also ideal for washing floors, walls, etc., especially 
those hard-to-get-at places. Write for circular. 


HICKMAN SPECIALTY CO. 96 Buffalo St., Hembure, Hl. Y. 





ue M, ENGINEERS 
FOUNDRY MANAGEMENT CONSULTANTS 


3110 WEST FOND DU LAC AVE., MILWAUKEE 10, WIS. 
There is no better time than NOW to review incentives, meth- 
ods, scheduling, production control and paperwork processes. 

















"THAT GOOD” 
FOUNDRY COKE 


DEBARDELEBEN COAL CORPORATION 


2201 First Ave., North @ Birmingham 3, Ala. 
Phone 3-9135 











WELDED AND BOLTED 
TYPES ¢ ALL SIZES ¢ 
COMPLETE CONTROL 
EQUIPMENT ¢ 28 YEARS 


SHORT CuT /, 
TO PROFITS/ 








MATERIALS 
@ HANDLING. 


THE OHIO ELECTRIC MFG. CO. 5400 DUNHAM ROAD » CLEVELAND, 0. 


Associate Member Institute of Scrap Iron and Steel, Inc. A-9095 




















34 years of fine pattern making 


Danko has the background, the professional skill and the facilities to 
supply all your pattern needs, large or small. Precision performance and 
prompt service are routine at Danko. Phone or write today. 


® Metal or wood match plates @ Cope and Drag Machine Plates @ Permanent Molds 
== DANKO PATTERN & MFG. CO., INC. @ BALTIMORE 15 © MO. 4-8930 
FOUNDRY 





























INCREASE PRODUCTION with the 


MURPHY PISTOL SPRAYER 


OVER A MILLION IN USE... 


=, A squeeze of the trigger and the Murphy 
Pistol Sprayer instantly shoots a stream of black- 
ening into inner pockets that could never be 





( The Hamilton 







Spray Gun $15 reached by old-fashioned brush or swab method. 
Ye” and V4” Designed by a foundryman, the Murphy Pistol 

ry Sprayer is ideal for cleaning permanent molds— 

Hamilton, Ohio aluminum and other metal, and for sand blasting. 



















| Pipe size | 1/16” | Va” 4” ] Yq” |" 
- Se Pe + —— — 
Price F.0.8. $15.00 | $15.00 | $15.00 | $17.50 |$22.00 $15 
Hamilton, O. sya" on 
| Hamilton, O Revenge aie ce gatas 1/16” to Vg 
Prices complete with 5 ft. suction hose pipe size 
Any length 


nozzle desired 


EXTRA LONG NOZZLES FOR 3,” SIZE 


This size Sprayer can be furnished with nozzles up to 48” 
long for spraying ingot molds and hard to reach places A/F 
. also available with curved nozzles up to 15” long. 


For spraying molds and cores with 
liquids, for cleaning motors and ma- 
chinery, for laying dust, spraying hot 
roofing material, and for many other Long Nozzle Sprayer . . $22.00 


uses. Instant trigger control. Unit ; nes Q 
Write for descriptive literature. 


SUCTION 








shipped complete with 41 ft. length 
of suction hose and sinker. Guaranteed. 











Pais ieele) ast) 
SEPARATORS 


Mm JAS. A. MURPHY & CO. ne, | = 


SPRAY GUNS 


1421 HIGH STREET - HAMILTON, OHIO PISTOL SPRAYERS 








ANALYSIS OF 
CASTING DEFECTS PIONEERS IN ENGINEERING, 


MANUFACTURING & INSTALLING OF — 


; 
i 
Recirculating Water Type | 
—Compact—Efficient— Proven by | 





133 pages, illustrated 
Price $4.25 Postpaid 











To help foundrymen minimize 
and eliminate defective castings. aaneenieiie 
Thirty-one basic casting defects | 

are listed and described. Defects | e 

are defined simply and complete- “Screll-Aire” CO RE OVENS. 
ly, illustrated by 101 figures col- | 

lected from foundries of the } 
United States and Canada. : | 





More Air Circulation— = 
Faster Bake and For Bulletins and 


Better Cores Quotations, Wire, 
a Write or Call — 


THE PENTON PUBLISHING COMPANY ESTABLISHED 1912 sR 
e DETROIT DIVISION 
GRAND RAPIDS DIVISION 





Book Department 


5755 Russell St., 














1213 W. 3rd St., ° 
r Cleveland 13, Ohio © NEWCOMB INDUSTRIES, LTD., Detroit 11, Mich. 
WINDSOR DIVISION TR 3-2100 
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TERRE HAUTE 


SPECIAL 


FOUNDRY COKE 


A QUALITY PRODUCT 





Sold Exclusively by 


ReEpuBLiIc Coat & COKE Co. 


8 South Michigan Ave., Chicago 3, Illinois 


BRANCHES: Peoria * New York * Indianapolis * Milwaukee *« Minneapolis + St 


Detroit * Cleveland + Cincinnati 


Manufactured at Terre Haute, Indiana by INDIANA GAS & CHEMICAL CORPORATION 


Waster [wer 


HARD CHROMED - PORTABLE PNEUMATIC TOOLS 











A a 


Ss A 
Model “39” 
6-blade 


FANS 










for spot cooling 
of men and machines 
drying ¢ exhausting ¢ general ventilating 
Beat heat and production lags this summer 
with Aerovent Portable Mancoolers. Ped- 
estal, cradle and wheeled models —all 
adjustable for 180° directional air 
discharge. Heavy-duty welded con- 
struction. Sizes 24” to 48” for 


capacities to 40,000 C. F. \ A 


other models for every air-moving requirement 


% 


(cyte All Aerovent Fans are rated in accordance with the 
Standard Test Code and U.S.D.C. Comm. Std.C$178-51. 
\ \ > << 
\ Sw Ask for free folder M-50! 


Aerovent Fan Company, Inc. 
Ash and Beech Streets 














Piqua, Ohio 








CROBAUGH LABORATORIES 
Chemists—Metallurgists 
FOUNDRY SERVICE 
THE FRANK L. CROBAUGH CO. 


Phone SUperior 1-4712 CLEVELAND 13, O. 











“AMORPHOUS 
CRYSTALLINE 





DO MORE WORK AT LESS COST 


because they deliver more power per cubic foot of 
air consumed, are light in weight for easier maneuver- 
ability and they retain their new tool power longer. 


ARE PREFERRED BY OPERATORS 


because they are lighter in weight, better balanced and 
designed to reduce shock and be free from vibration. 


IF YOUR PROBLEM INCLUDES 


chipping, ramming, grinding, buffing, sanding or 
wire brushing, write us today for full particulars. 


THE MASTER PNEUMATIC TOOL COMPANY, INC. 


ORWELL, OHIO e¢ U.S.A. 


SALES *° SERVICE * STOCK * COAST TO COAST 


250 






SIZE RANGE FROM 100 MESH TO 600 MESH 

@ All grades of silica ideal for precision casting 
by the investment molding process 

e Will meet the exacting requirements of most 
precision casting work 

@ Precision quality to assure uniform casting 


performance 
FINE e PURE ¢ WHITE « UNIFORM 


TANMS INDUSTRIES, INC. rents sae st ree 





GLOSSARY OF FOUNDRY TERMS 


Compiled by Ed Bremer, FOUNDRY Metallurgical Editor 


This extensive glossary of foundry terms was 

compiled from a wide variety of sources. Ar- $1 00 
ranged in handy booklet form, it is a valuable — 
reference for every foundryman. 48 pages. 

PENTON PUBLISHING COMPANY, Book Department 
1213 West Third St., Cleveland 13, Ohio 














FOUNDRY 






































Sprue Cutter 


for Non-Ferrous Metals 
@ Fast Clipping Action 
@ Speeds Production 
@ Lowers Cost 


TWO SIZES 
H—%¥," square, or 7%” rd. 
brass 








common 








, of 1%” rd. com- 





Easy and simple to operate. | 
Any workman can operate at | 
top speed. Simple rugged 

| 






construction for long life and | 
trouble-free operation. 


1] 

RICE PUMP | 
AND MACHINE CO. i} 
222 Park Ave., Belgium, Wis. 
















INSTANT “ON-AND-OFF”’ 
SERVICE ANYWHERE 


The Wellman “Hook-on”, single-line bucket 
is designed to provide clamshell bucket service 
at any crane hook where suitable head room 
and hoist capacity are available. 

Hook the yoke over the crane hook and the 
bucket is ready for work. When the job is 
finished, take the yoke off the hook and the 
crane is free for other duties. 

Capacities from ¥% to 2 cubic yards. Write 


for free bulletin. 
7044 CENTRAL AVE. 


THE WELLMAN ENGINEERING CO. “ttvecano'«: om 


REECEN EL 


An inexpensive process of metal control produces 








gray and alloyed irons with uniform physical prop- 
erties consistently day after day. Simple control, 
not requiring technical background, enables any 
foundryman to meet specifications on strength, ma- 
chinability, heat, wear, corrosion resistance, etc. 


Write today for a REECEMELT summary. 
HERBERT A. REECE & ASSOCIATES 
960 Union Commerce Bldg., Cleveland 14, O. 








HOW TO USE THE CUPOLA— 
$1.00 NEW 36 PAGE HANDBOOK 


Pesteaid by Bernard P. Muleahy, 
nase Pres. of Fuel Research Lab. Inc. 


13 HELPFUL CHAPTERS ON ALL PHASES 
OF THE CUPOLA. “How To Use The Cupola” 
.... 13 idea-packed chapters based on the 
practical experience of a man who has de- 
voted his life to foundry fuel and melting 
problems. It’s a mighty useful handbook— 
a handy source of information which will 
pay for itself many times over in the months 
and years ahead. 


Book Department 


THE PENTON PUBLISHING CO. 
1213 W. Third St. Cleveland 13, Ohie 
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SAND 
HOLES 


Save This Casting 


uth SMOOTH-ON 


FOUNDRY CEMENTS 








Often a perfectly good casting 
has blow or sand holes, surface 
blemishes, or rough and porous 
areas that detract from its 
appearance. But there’s no 
reason why it can’t Jook as good 
as it really is. 


SHADINGS 
TO MATCH 
ANY CASTING 


4A + Medium Gray 
4AA . Light Gray 
4B - Dark Gray 

8 - Aluminum 

9 - Bronze or Brass 


Simply use Smooth-On Foundry 
Cement. It goes on easily, quickly 
... hardens rapidly at a predict- 
able rate . . . stays firmly in place. 


Quality Control That Assures You 
of Tight, Lasting Repairs 


£ Smooth-On Foundry Cement ts _— 
for setting time, hardness and color. 


ure of tight, lasting, good looking 
the directions are 


Every lot o 
ratory tested 
You can be s ue 
results every time, provide 


followed. 


See how much better your cast- 
ings will look after treatment 
with Smooth-On, known and 
used by leading foundries for 
more than 55 years. Try one or 
more of these cements at our 
expense. Write today—on your 
business letterhead—and we will 
send you free samples. 


FREE 
SAMPLES 


SMOOTH-ON MFG. CO., DEPT. 17 
570 Communipaw Ave. 
Jersey City 4, N. J. 





80-399 


SMOOTH-ON 


FOUNDRY CEMENTS 








POSITION WANTED 


ALL OTHERS—“Help Wanted” 


set solid, 30 words or less, $6.00. 


box number and address 


the above rates. 





Minimum 
solid, 30 words or less, $3.00. Additional words 10c each. 


—‘‘Personals’’—‘‘Services’”’, etc., minimum advertisement 


Any advertisement set in all capital letters, add 50% to 


PENTON BUILDING ° 


CLASSIFIED ADVERTISING RATES 





advertisement set 


214” Wide 


INCH RATES PER INSERTION 


Single Column One 


~ Six Twelve 


~ Three 
Time Times Times Times 





“For Sale’—‘Wanted” rss 


2 inches 
2 
3 


inches 


Additional words 20c a inches 


each. 5 inches 
6 inches 
: ; 7 inches — a 
NOTE—TIf replies are to be sent to a box number in care Sinches...... 
of FOUNDRY, add 6 words to your advertisement for ~ 9 inches 


10 inches (1 
Half page 
Full page 


Remittance 





should accompany advertisement when 
submitted—Cash Discount 2%, 10 days, 


$ 18.00 § 16.50 $15.00 $ 13.50 
32.50 30.00 27.50 25.00 
46.50 43.00 39.50 36.00 
60.00 55.50 51.00 46.50 
73.00 67.50 62.00 56.50 
85.50 79 00 72.50 66.00 

97.50 90.00 82.50 75.00 
109.00 100.50 92.00 83.50 
120.00 110.50 101.00 91.50 

120.00 109.50 99.00 

180.00 165.00 150.00 

300.00 270.00 240.00 


col.) 130.50 
195.00 
330.00 








Classified Forms Close the 13th of Month Preceding Issue 


FOUNDRY 


CLEVELAND 13, OHIO 
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Help Wanted 


WANTED 
FOUNDRY MAINTENANCE 
GENERAL FOREMAN 


4 GRADUATE ELECTRICAL 

ENGINEER 

WITH 
EXPERIENCE AS A FOUNDRY 
MAINTENANCE SUPERVISOR 
Experience With 
Hydraulic Equipment 
Also Desired. 


BOX 276 


FOUNDRY CLEVELAND 13, OHIO 


INVESTMENT CASTING METALLURGIST 
Wanted by prominent precision casting company 
located in Midwest. Experience desired in high 
temperature alloy work or titanium casting. 


Give details of education and experience 


BOX 260 


FOUNDRY CLEVELAND 13, OHIO 


SAND TECHNICIAN 
Familiar with the use of binders and general 
foundry practice for sales and service in New 
England States. Excellent opportunity In re- 
ply state full particulars including education and 
experience Address: Box 262, FOUNDRY, 
Cleveland 13, Ohio. 


252 


Help Wanted 


METALLURGIST, MELTING FOREMAN 
\ Northern Ohio gray iron foundry melting 50 
to 55 tons of gray and alloyed iron daily re- 
quires a metallurgist to take charge of melting 
operations Only experienced men need apply. 
Salary and bonus. Write giving age, experience 
and family status. 
BOX 258 


FOUNDRY CLEVELAND 13, OHIO 


FOUNDRY SUPERINTENDENT 


For large nonferrous foundry, in New York 
City, specializing in Aluminum, High salary 
Must be in the ‘‘know how’’ 


BOX 259 


FOUNDRY CLEVELAND 13, OHIO 


INDUSTRIAL ENGINEER 

Position open with midwest gray iron and alloy 
iron jobbing foundry to assume charge of time 
study, incentives, and methods engineering. Pre- 
fer man with pattern shop experience. If inter- 
ested state age, detail of experience, and salary 
desired Address: Box 273, FOUNDRY, Cleve 
ind 13, Ohio. 


PATTERN SHOP SUPERVISOR 
Opportunity in Pacific Northwest for aggressive 
experienced patternmaker, Shop employs 8 to 
10. Production and loose patterns manufactured 
Operated by steel and gray iron foundry, Please 
provide work history and pay expected in first 
letter Address: Box 266, FOUNDRY, Cleveland 


13, Ohi 





Help Wanted 


SUPERINTENDENT 


Gray iron foundry with capacity 40 to 50 tons 
daily, located Lower Michigan. Produces light 
and heavy castings on jobbing floors, squeezers 
and rollovers Excellent opportunity for well 
trained, capable, aggressive man. Plant well 
equipped and company strong financially with 
outstanding earnings record, Expansion pro- 
gram now being planned. Age 50 or under, 


BOX 244 


FOUNDRY CLEVELAND 13, OHIO 


PERMANENT MOLD DESIGNER 


Must be experienced. State qualifications and 
salary expected. 


BOX 198 


FOUNDRY CLEVELAND 13, OHIO 


PLANNING SUPERVISOR 


Steel foundry organization desires services of 
man with initiative, originality and pattern back- 
ground, Age 35-45. Wide experience in steel 
foundry rigging practices required. 


BOX 247 


FOUNDRY CLEVELAND 13, OHIO 


FOUNDRY 








il 
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Help Wanted 


PERMANENT MOLD 


SUPERINTENDENT 
EXCELLENT OPPORTUNITY WITH LARGE, 
MODERN MIDWESTERN FOUNDRY HAVING 
UP-TO-DATE EQUIPMENT YOUR EXPERI- 
ENCE SHOULD CONSIST OF PERMANENT 
MOLD DESIGN OR THE “OPERATION OF 
ALUMINUM JOBBING PRODUCTION NO 
OTHER METAL CAST DIE DESIGN AND 
GATING KNOWLEDGE ESSENTIAL PRO- 


MOTIONAL OPPORTUNITIES NOT LIMITED. 


ATTRACTIVE STARTING SALARY WRITE 
STATING AGE, EXPERIENCE, REFERENCES 
AND SALARY DESIRED. 

BOX 272 


FOUNDRY CLEVELAND 13, OHIO | 


WANTED 
FOUNDRY MAINTENANCE FOREMAN 


WITH THE FOLLOWING QUALIFICATIONS 


| 


| couver, 
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Positions Wanted 





FOUNDRIES 
seventeen years’ varied 
Employed now. 


FERROUS 
Technical education and 
experience in foundry practice. 
Desire change for valid reasons. Thoroughly 
qualified in sand control, iron and steel, green 
sand and cores, cupola operation and met: 
cal control of gray and white irons, plain or 
alloy. Considerable annual savings possible in 
most foundries, especially steel, in sand field and 
closely related details. Available September Ist 
for position dealing with management. Competent 
sand control is a specialized field. Most foundries 
are paying much more in materials wasted, 
gecrap, excessive cleaning costs, through inex- 
perienced and haphazard direction than a com- 
petent sand control program costs Experience 
in reclaiming sand. Locations favorably re- 
garded include: Midwest, Central Canada, Van- 
Pacific Northwest, Colorado, San Fran- 
Pennsylvania, New York Address: Box 
FOUNDRY, Cleveland 13, Ohio 





cisco, 
224 


OR SUPERINTENDENT 


found 


MANAGER 
Thirty-five in 


foremar 


practical experience 


Have been 


years’ 


ry, molder eighteen years 

superintendent and general manager. Did con 
sultation work in various foundries. One was 
losing $7,000 per month when I started it 
seven months it was making good money Ran 
three largest foundries in St. Louis, largest one 
in Chicago Understand gray iron, semi-steel 


brass, aluminum. Know how to rig jobs to get 
1. Graduate Electrical Engineer best production at lowest cost. Understand run 
ning of cupola mix of various metals; estimat- 
2. Experience with Hydraulic Equipment | ing jobs from blueprints. Can give best f 
references Available immediately Address 
: . ox 269 “OUNDRY, Clevels 3, Ohio 
3. Previous Foundry Maintenance Supervisory Box 4 FOUNDRY, leveland 1 h 
Experience FOUNDRY ENGINEER 
‘‘Do you wish to lower your foundry costs? 
BOX 277 From an executive observation?” If so allow 
me to analyze your over-all manufacturing set- 
FOUNDRY CLEVELAND 13, OHIO | up Address: Box 263, FOUNDRY, Cleveland 
13, Ohio. 
STEEL FOUNDRYMAN 
SALES ENGINEER | Supervisory capacity with twenty years’ ex 
AND |} perience in all phases steel] foundry Producing 
MACHINE DESIGNER | steal castings ranging from one pound to three 
. ‘ x ledge <¢ . . —" 
BOTH TO BE FAMILIAR WITH MOLDING | {0ns. Good knowledge of foundry equipment, 
) » ‘ y ( me oas é I »cNé ze ro ection 
MACHINE APPLICATION | heat ap naga Nie cc pina teal hpi 
: Familiar with heading and gating and rigging of 
A midwest manufacturer has an excellent OP- | patterns for machine production Also sand 
portunity for two men with the right qualifi- | control. Married Age 47 Address: Box 268 
cations Give complete abstract of education | FOUNDRY, Cleveland 13. Ohio 
and experience and state salary desired. 
BOX 255 METALLURGIST 
FOUNDRY CLEVELAND 13, OHIO B.S. Degree Age 29. Five years’ experience 
with aluminum casting alloys including re- 
search production service engineering Well 
SALES ENGINEER acquainted with other nonferrous casting al- 
, loys, Experience i ality control, radiograph 
We have an opening for a young man with tech- SAS Exper sight aaaUry Spalades, rad tr 
a 5 : Pp gna heat treating and physical testing Desire posi- 
nical education who has had a few years actual F . : : ] nate 
i tect e te ae 7 A, a tion in foundry industry or sales service engir 
experience in the foundry industry. Prefer a eertne Excellent record Addre Box 254 
~ 2 if] oxcele + i aress: 0 av 
graduate engineer A fine opportunity for an FOUNDRY Clev ‘land 13. Ohi 
aggressive young man. Apply in writing stating sii oe sibvaeues a a 
qualifications and salary expected EXECUTIVE 


W. E.. NIEMACKL 
MINNEAPOLIS ELECTRIC STEEL CASTINGS 
COMPANY 
3800 N.E. 5th STREET 
MINNEAPOLIS 21, MINN. 


SALES ENGINEER 


Real opportunity working for malleable foundry 
in Michigan Must be willing to spend 50% of 
time traveling. Foundry background necessary 
requisite In reply state age, resume of ex 
perience, education, and salary desired Ad 


dress 30x 253, FOUNDRY, Cleveland 13, Ohio 
STEEL FOUNDRY SUPERINTENDENT 

700 ton capacity Foundry in Illinois requires 
general superintendent for foundry, grinding 
room and pattern shop. Graduate engineer 
age 40 to 45. preferable. Foundry operation 
experience desired Give complete history ref- 
erences and salary expected 

BOX 280 


FOUNDRY CLEVELAND 13, OHIO 


Positions Wanted 


MANAGER OR ASSISTANT 
TO PRESIDENT 
Capable young executive, metallurgical degree 
Instrumental in developing latest foundry tec! 
niques in basic cupolas, nodular irons, and 
shell mold methods and processes, all now in 
successful operation. Extensive foundry back 
ground Cost, quality and production minded 
Address 30x 261, FOUNDRY, Cleveland 13 


Ohio 


August 1954 


phases of foundry operation 
and management with thorough knowledge of 
each shop process, engineering, metallurgy, co 
estimating and accounting, sales and industrial 
relations. Technical graduate. Excellent recom 
mendations Address: Box FOUNDRY, 
Cleveland Ohio 


Experienced in all 
st 
239 
13, 


PERMANENT MOLD EXPERT 


Available for consulting or permanent employ 
ment Have designed molds and equipment 
several leading producers of copperbase and 
1luminum = castings. Experienced in pressure 
gravity vacuum and centrifugal methods Ex- 
perienced patternmaker tool ind moldmaker 
Willing to relocate. Address 30x 267, FOUND- 
RY, Cleveland 13, Ohio 

FOUNDRYMAN 
Superintendent or general foremar Practical 
man Twenty-seven years’ experience in gray 
iron and nonferrous jobbing and high productior 
shops Now employed Western or central New 
York preferred but not essential Address: Box 
216, FOUNDRY. Cleveland 13, Ohio 
ALUMINUM PERMANENT MOLD FOUNDRY 


MANAGER OR SUPERINTENDENT 


Capable and quaiified manager to direct all 
phases of this type of foundry operaton Fif- 
teen years of experience in management eng 
neering and producton Prefer West Centra 
West location Age 37, married Address: Box 
257, FOUNDRY, Cleveland 13, Ohi« 


FOUNDRY EXECUTIVE 


Thoroughly experienced in the management of 
gray iron production or jobbing foundries. Qual- 
ified to show you a highly efficient and low 
‘ost operation If you are interested, Address: 


30x 214, FOUNDRY. Cleveland 13, Ohi 


° 


CLASSIFIED 


ADVERTISING 





Positions Wanted 


SOUTH AMERICA 

Foundry superintendent at present in charge of 
machine shop and gray iron foundry of a chemi- 
cal company, desire to relocate in South America. 
Experienced also in steel, malleable, nonferrous 
foundries. Willing to take major part of salary 
in currency of the country located. Speak 
Portuguese and Spanish. Age: 40 years. Tech- 
nical education. Address: Box 189, FOUNDRY, 
Cleveland 13, Ohio. 


FOUNDRYMAN 


Would like position with a progressive company 
is foreman. Experienced in all types of foundry 
work, gray iron and nonferrous, light to medium 


production and _  jobbing. Twenty-seven years 
foundry experience, ten years as supervisor Age 
17 Address: Box 278, FOUNDRY, Cleveland 
13, Ohio, 


FOUNDRYMAN 


Capable of taking complete charge Twenty 
five year’s practical technical experience all 
phases foundry operations, ferrous or nonferrous 
Age 44 Married, will relocate Address: Box 
265, FOUNDRY, Cleveland 13, Ohio 
TECHNICAL MANAGEMENT 
Do you need an experienced man to manage 
your technical department? A graduate engineer 
with fifteen years foundry experience, eight 
years university teaching and (fifteen years 
handling casting problems for government is 
ivailable to organize and manage such a de 
partment Has experience in the positive cor- 
rection of foundry practices for maximum econ 
omy improving casting designs and layout of 
facilities for increased production Address: 
30x 270, FOUNDRY, Cleveland 13, Ohio 


Representatives Wanted 


REPRESENTATIVE WANTED 

New York 
Commission 
customer 
five tons. 
completely 


SALES 


established foundry in upstate 
qualified casting salesman 
Prefer man with established 
Castings from ounces to 
only—rough machined or 


Well 
wants 
basis. 
relations. 
Castings 
machined. 
BOX 228 


FOUNDRY CLEVELAND 13, OHIO 


OPPORTUNITY 
for right man experienced in sell- 
supplies and equipment. Long es- 
in Los Angeles, California Write 
Address: Box 225, FOUNDRY 
Ohio. 


3right future 
ing foundry 
tablished firm 
full details 
Cleveland 13, 


REPRESENTATIVES WANTED 
Manufacturer’s agents and distributors 
by well established company for binders, facings 
ind chill wash to the foundry industry Many 
territories open Address: Box 264, FOUNDRY, 
Cleveland 13, Ohio. 


wanted 


Representative 
Available 


REPRESENTATIVE AVAILABLE 
Established and reliable manufacturers’ repre 
sentative covering principal manufacturers Ir 
Michigan, Ohio and Indiana wishes to represent 
high production mechanized gray iron foundry 
\ddress 30x 271, FOUNDRY, Cleveland 13 
Ohio 


Foundry Work Wanted 


LOWEST COST 


Top quality guaranteed. Foundry and machine 
shop work Low taxes. Low wage scale. Send 
drawings for prompt low price quotation. Ad 
dress: AMERICAN FOUNDRY AND MACHINE 
SHOP, APARTADO 2610, MEXICO CITY 
MEXICO 

253 





HEAL HW MM 


Employment Service 


FOUNDRY PERSONNEL SPECIALISTS 
National Placement and Procurement of 


GENERAL AND PLANT MANAGERS, PLANT SUPERINTENDENTS, 
FOREMEN—ALL DEPARTMENTS, METALLURGISTS, ENGINEERS, 


CONTROLLERS, ACCOUNTANTS, 


SALESMEN, SALES MANAGERS, 


PERSONNEL DIRECTORS, PURCHASING AGENTS. 


Confidential Inquiries Invited 
From Employers and Qualified Applicants 


For Fast Competent 


JOHN COPE, DIRECTOR 
IMPERIAL PERSONNEL 


Wanted-To-Buy 


WANTED 
MAGNESIUM CHIPS 
We pay top prices for Magnesium Chips, Bor- 
ngs, Cuttings, Shavings, etc. 
STANDARD MAGNESIUM CORP. 
7660 EAST 41st STREET 
TULSA, OKLAHOMA 


WANTED 
Overhead sand system with mullers molders 
hutes and mold conveyors. Must be in ex 
‘ellent condition and priced right Also tower 


re oven 


BOX 275 
FOUNDRY CLEVELAND 13, OHIO 
WANTED 
27 =x 36 rr smaller Wheelabrator and Dust 


Arrestor 


MARLBOROUGH FOUNDRY, INC. 
555 MAPLE STREET 
MARLBOROUGH, MASS. 


MIXERS WANTED 
Used Simpson Intensive Sand Mixers. State size 
condition and lowest cash price or immediate 
acceptance. Address Box 578, FOUNDRY, Cleve- 
land 13, Ohto. 


MACHINERY WANTED 
Induction Furnaces, Screens, Simpson Mixers, 
Riehle Compression Testing Machines, Pul- 
verizers, Grinders, Conveyors Address: CON- 
DENSER SERVICE & ENGINEERING CO., 
INC., HOBOKEN, NEW JERSEY, BA 7-0600. 
WANTED 

5x6, 6x6, 6x7 or 5x7, 5000 Ib. safe load 
capacity late model used Shakeout Address 
SAVANNAH MACHINE AND FOUNDRY CO 
P, O. BOX 590, SAVANNAH, GEORGIA, 


Foundries For Sale 


FOUNDRY FOR SALE 
Small foundry, machine and wood working plant 
ocated 11 miles from Massena, New York, the 
center of the Seaway and Power Development 
P. E, KENNEHAN’S SON & CO., INC. 
BRASHER FALLS, NEW YORK 


FOUNDRY FOR SALE 


Gray iron—modern—late equipment. Pouring 40 
tons. Includes porcelain enamel furnace. Floor 
space 48,000 sq. ft 3% acres, 360 ft. R.R 


siding Central Pennsylvania, excellent labor 
conditions 
PRICE: $125,000 
BOX 279 


FOUNDRY CLEVELAND 13, OHIO 


FOR SALE 
Brick and steel foundry, Southern Illinois, 160 x 
320 feet, overhead monorail, water transportation 
avafiable. Ideal for mechanized operation, con- 


tains equipment. Address: Box 200, FOUNDRY, 
Cleveland 13, Ohio. 
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Assistance Contact 


37 S. WABASH, CHICAGO 3, ILL. 
FRANKLIN 2-4233 


Foundries For Sale 


FOR SALE 
Fully equipped gray iron foundry in excellent 
ibor area, Southern Massachusetts. Fine roll- 
overs, pin lifts and jolt squeezers, 36 x 42 
Wheelabrator tumblast tumbling barrels and 


good core ovens. 16,000 square feet. Excellent 
proposition for quick sale 
BOX 274 


FOUNDRY CLEVELAND 13, OHIO 


FOUNDRY FOR SALE 
Nonferrous foundry well established. Will sell 
half interest because of health Sales 1953, 
$236,000, profitable. Rent $310.00 for 12,000 
sq. ft., New York City area. Also specialize in 
Kirksite dies Address: V. J. FRANCIONE, 
1443-79th St., BROOKLYN 28, NEW YORK, 


FOR SALE 
Foundry, machine shop, sheet metal shop and 
residence. Will sacrifice for $21,000.00 cash. 
Reason for selling other interests. Write Box 
1442, Minot, North Dakota or phone 48-140. 


Opportunity 


BRAINS FOR SALE 


$500.00 per year 
lo make superior castings 
contact: 
BOX 234 


FOUNDRY CLEVELAND 13, OHIO 


Engineering Service 


FOUNDRY TECHNICAL SERVICE 
FOR 
STEEL, MALLEABLE, AND GRAY IRON 
FOUNDRIES 


Expert assistance is available to establish sound, 
stable foundry practices in all production depart- 
ments. To promote reduction in scrap and cost 
better quality of casting thereby giving 
mproved service to the customers. 


INQUIRIES ARE SOLICITED. 


HERBERT F, MILLER, CONSULTANT 
FOUNDRY ENGINEERING SERVICE 
718 WEST SECOND STREET 
MARION, INDIANA 


For Sale 


FOR SALE 
DETROIT ELECTRIC FURNACE 


Type AA of 1,200 1b. cold metal or 2,600 Ib 
hot metal capacity, complete with mechanical 
und electrical equipment for melting and rock- 
ing neluding oi] filled transformer of 11,000 v. 
primary and 125 v. secondary. Presently crated 
but available for inspection on 48 hours notice. 
Ideal for high test cast irons, brasses or bronzes. 
Price: $9,500.00. Address: HOPE ELECTRICAL 
PRODUCTS CO., 338 WILSON AVENUE, NEW- 
ARK 5, N. J 


FOR SALE 
1—Whiting #3! Cupola, 51” O.D, shell lines 


down to 36” I.D. Complete with blower and 


motor In good condition Price $1,500.00 
f.o.b Alpena, Michigan. Address THUNDER 
BAY MFG. CORPORATION, P.O. BOX 317, 
ALPENA, MICHIGAN 





HAVE YOU EVER 
NOTICED #1. numerous 


types of headings under which 
classified ads are listed? Whether 
interested in obtaining qualified 
personnel, selling used machinery, 
wanting to buy equipment, or are 
yourself looking for a better posi- 
tion, you should seriously consider 
advertising in the tlassified section 
of FOUNDRY MAGAZINE. 
® 


FOUNDRY has 45,000 readers 
which cover the entire foundry in- 
dustry. That means that for a 
nominal sum you get the widest 
possible coverage of the industry 
and your advertisement reaches 
“just the right people’. 

e 
The Classified Staff is equipped 
to handle all details in the place- 
ment of your ad. 


CLASSIFIED ADVERTISING DEPT. 


FOUNDRY 


CLEVELAND 13, OHIO 
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UNIVERSAL 


Partial Listing of America’s 
LARGEST STOCK of GUARANTEED 
EQUIPMENT 











FURNACES 
DETROIT Arc Rocker 
1—350# DETROIT Arc Rocker 
i—-Large HEAT TREAT Furnaces 


1 60 








ARC MELTING FURNACES, 60# to 15 tons 
3—-AJAX-TAMA-WYATT 333 KW for Alum 
1,000 LB. MOORE SIZE 8S 
LECTROMELT—COMPLETE 
5—HAUSFELD TILTING, various cap. 
2—FISHER TILTING, 225 and 400# crucibles 


5—MONARCH Barrel Type Tilting 


1—AJAX 50 KW, 3000 cyc. induction 

2—AJAX 35 KW high frequency melting 

1—FISHER 17002 MNP Gas_ Fired—never 
used 


GUARANTEED EQUIPMENT 


1--WHITING #6 w/vert. 


Cupola 








Skip Hoist and Blower. 
2—WHITING #8 Cupolas 
i—B & P SPEEDMULLOR, #60 with SKIP 
1—SIMPSON MULLER, #3 with SKIP 
2—CLEARFIELD MIXERS, #610 and #920 
1I—WHEELABRATOR 27 x 36” with SKIP 
HOIST and Dust Collector, Excellent Cond. 
1—CHAMPION CORE BLOWER, CB 400 
1—TROPENAS STEEL CONVERTER, 2 Ton 
Side Blow, Complete with Blower 
3—CLARK fork lift TRUCKS 108” lift 
2,000 and 3,000# 
41—AMERICAN SAND CUTTERS, All sizes 
1—HEWITT-ROBINS Apron Type Conveyor 
2—SIMPLICITY SHAKE-OUTS, 4’ x 8’ 
9—CORE OVENS, gas & electric, all types 
NUMBER OF MAGNETIC SEPARATORS 


1—WHITING SKIP CHARGER with Loader and 
2,000 lb. KRON Scale 

1—WHITING #8A KATHABAR, Cupola 
Blast 

10—GRINDERS, double end, 5 to 20 HP 

1—HOWE electric WEIGHOGRAPH Scale 

2,000 FT. Foundry Type ROLLER CONVEYOR 

1—LINK BELT REVIVIFIER 


Hot 


1—40 HP Sullivan AIR COMPRESSOR 
B & P MOTIVE SAND SLINGER 
19” HEAD 
2—HOUGH PAYLOADERS 1,000 Ib. cap. 
9—SAND BELT CONVEYORS 2—ELEVATORS 
CENTRIFUGAL BLOWERS, 1 to 85 HP 


1I—DEWALT ABRASIVE CUT-OFF, 10 HP 
ROYERS & SCREENERATORS, All Sizes 


MOLDING MACHINES 
\—JOHNSTON & JENNINGS 610 Rollover 


2—JOHNSTON & JENNINGS #2 Jolt 
Strippers 


Squeeze 


4—OSBORN #710 Jolt Strippers 
1—OSBORN 444 Jolt Rollover 
1—DAVENPORT 28A_ Rollover 





12 SPO 1103 JOLT SQUEEZERS 








4—HERMAN ROLLOVERS, 60 x 80, 40 x 60 


144 x 96 
Over 50 others: MILWAUKEE, INTERNA- 
TIONAL, TABOR, All types and sizes, rebuilt 
and guaranteed 


COMPLETE STOCK OF TESTING MACHINES, 
LAB EQUIPMENT, CORE BLOWERS, LADLES 
AND OVER 250 TONS OF STEEL FLASKS 


UNIVERSAL 


MACHINERY AND EQUIPMENT CO. 
326 E. BROAD ST. 
SHILLINGTON, READING, PENNSYLVANIA 


PHONE: READING 7-1321 


August 1954 


HAH | HHT 
HEEL 


For Sale 


BUY—TRADE—SELL 
SPECIAL 
Tumblast $2,500.00 





48 x 42 Wheelabrator 

Smal] down payment—2 years to pay 
27 x 36 Tumblast New Steel] Belt (Never 

Used) $2. 700.04 
#2 Wheelabrator Multi Table 8S’ Diam 

eter. A beauty, used very little, car 

be seen in operation $3,500.00 
Pangborn Vapor Blast, good conditior $750.00 

Also 

Hand Cabinets, Pressure Tanks, Blowers, Dust 
Collectors, Motors. All types and sizes 
If interested in trading any of the above 


Please Cal] or Write 


INC. 


present equipment, 


DIAMOND SAND BLAST, 

5654 W. JEFFERSON 
DETROIT 9, MICHIGAN 

PHONE: VINEWOOD 3-6750 


your 


FOR SALE 
Multi-Table No 3. with 4-48” 
dust collector, complete. $4250.00 


Wheelabrator 


Multi-Tables, 


Osborn Jolt Rollover Draw Molding Machine 
size of table 57 x 64”, model 405-1 $1750.00 
26—Osborn Molding Machines Jolt tollover 
Table 18” x 24”, No. 2047-4 .........$325.00 


25—Tabor Molding Machines, 10” squeeze. $115.00 
24—-SPO 110-J Squeeze Jolt Rollover, cantilever 


$225.00 


type . 
Beardsley & Piper #30 speed muller with skip 
hoist $2150.00 


Beardsley & Piper #40 speed muller $1700.00 
Jeffrey Sanditioner, capacity 10-15 tons per 
hour ane Bets ray .$350.00 
Beardsley & Piper Screenarator, Type M. .$450.00 
Royer Sanditioner, junior type. $170.00 
2—Osborn Molding Machines, 30” x 22”, 
power rollover sae . $175.00 
Simpson No. 0 Muller $675.00 
Tabor Molding Machine power roll- 
over . $150.00 
10—Pangborn complete 
ad . $550.00 
American capacity 12250 
cloth area . a ; ie .$900.00 
American No. 35 Dust Tube, complete, 810 cloth 
CT RR ee ee CL ere Se . $450.00 
American Rotoclone, Type N-WET sludge, 2500 
CFM eres. aa Cnaweu ; $500.00 
American Wheelabrator Skip Hoist Loader. 
cree ata $325.00 


tables 


table 24” 


Collector, 


3CD1 Dust 


Dust Tube No. 185, 


M. ELSTEIN 
370 E. HOUSTON ST. 
NEW YORK 2, NEW YORK 
CANAL 8-4517 


FOR SALE 
DIELECTRIC CORE OVENS—Model 
Model 1800A; Conveyor Type—1949 
Osborn Core Blowers—Models 91, 94 and 193 
Herman Jar Rollover & Pattern Draw; 1944; 
48" x 144”: 10,000# #£Series 
Int’l JDP Pattern Draw; 600 Ib; 8” draw 
Int’l. LP6 Jolt Squeeze Pin Lifts 
#2047 Osborn Jolt Rollovers 
#918 Johnston & Jennings 


900A and 


Molding Machine 





+601 #602, #605 Osborn Jolt Rollovers 
#275J Osborn Jolt Squeezers 
8’ Pangborn Tableblast 
48” x 48” American Wheelabrator—Tumblast 
Marschke Swing Frame Grinders—10 HP & 
15 HP 
FOR THE BEST DEAL CALI 


BALCHER MACHINERY COMPANY 
6020 EUCLID AVENUE 
CLEVELAND 3, OHIO 

TELEPHONE: EXPRESS 1-6909 


FOR SALE 


1 American Wheelabrator Tumblast machine 
size 48” x 72” complete with skif ider 
This machine is like new, operated ar 
200 | irs 

WILLIAM D. CASHEL 


76L CLEMENTINA ST. 
SAN FRANCISCO, CALIF. 


FOR SALE 

Blower 1 Spencer Turbine Co 
Compressor 9000 C.F.M. at 24 ounces 
Direct motor drive. Westinghouse Ele 
Manufacturing Co. 100 H.P. ball bearing in- 
duction motor, 1750 R.P.M. 220 volts, 3 phase, 
60 cycles, first class condition Price $3,000.00. 
Address: FERRO MACHINE & FOUNDRY, 
INC., 3155 EAST 66th STREET, CLEVELAND 
27, OHIO 


Cupola 





CLASSIFIED 


ADVERTISING 


For Sale 





FOR SALE 
MOLDING MACHINES 
1—Plain jolt machine, 60” x 72” table, 16” 


cylinder. 

1— #276 PJ Osborn jolt squeezer 

2—No. 275 Osborn jolt squeezers. 

2§PO #611B Stationary Oscillating Jolt 
Squeeze Strippers. 

1—#610 Johnston & Jennings Air Jolt Rollover 
Draw Portable 24 x 30 table 

1—Tabor 36 x 50 table Air Jolt Rollover Draw 
3000# capacity. 

BLOWERS FOR CUPOLAS AND 

2—15 HP Spencer-Turbine 2250 CFM 

2—+#7% Roots rotary blowers—27 x 
CFM. 

i—Connersville rotary blower 22 x 66 45 cu. ft 
per revolution 9000 CFM 

Maxon-Premix Blowers for Gas 4% to 1 HP 

2—5 HP 20-oz. Spencer Turbine Blowers 

2—2 HP 20-0z. Spencer Turbine Blowers 

METAL MELTING EQUIPMENT 

1—1000# open flame brass melting furnaces 
gas fired. 

1—MNP Fisher Tilting Al. 
gas fired. 


FURNACES 
at 16 oz 
81—14000 


9 


Furnace 600# cap 


1—550# Reda Furnace, nonferrous or iron- 
oil or gas. 

1—Hausfeld Stationary Brass, oil or gas 
burner, 200# cap. 


1—Hausfeld Tilting crucible, gas, 250# Al Cap 

i—Hausfeld 2000# aluminum capacity furnace, 
barrel type, open flame, oil fired. 

New 32” to 41” dia. shell cupolas made to order 

New 1000 lb, aluminum cap. tilting crucible 
furnaces to specifications. 

MISCELLANEOUS 

1—Ruemelin cabinet style sand Dlast 
7’ x 7’ x 5’ with pres. generator. 

1—15 HP Gardner Denver air cooled compressor 
unit, 

1—Stoney crane type shakeout. 

1—NC-4 Royer sand separator 

1— #1 Demmler core blower. 

1— #16 Roto-clone unit complete 

1—McLeod Small Sand Blast Barrel 24 x 24 

1—30 x 48 tumbling mill. 

1—36 x 48 tumbling mill. 

Complete stock of rebuilt mill and dust exhaust 
biowers, 

CLIFTON MACHINERY COMPANY 
1023 W. SIXTH ST. CINCINNATI 3, OHIO 


room 


HEAT TREAT FURNACES 
EFCO 36” wide cast link belt hardening furnace. 
3 zone. Direct gas fired. Cap. 1200 Ib, per hr. 
Complete with controls and conveyorized quench 
setup, plus spare parts. 
Despatch recirculating continuous draw furnace 
36” wide belt, 35’ heating chamber Gas fired 





1250° F Complete with controls 
Lindberg Eng. type 729684-EH12 reeirculating 
box 1250° ¥F 180 KW 
Lindberg Pit gas-fired cyclone i8” diameter 
by 48” deep, with basket and smoke exhauster 
These items are complete and in excellent con- 
dition Other makes, types and sizes available 
PAPESCH & KOLSTAD, INC. 
10707 CAPITAL AVENUE 
OAK PARK (DETROIT 37) MICHIGAN 
LINCOLN 1-1100 
FOR SALE 

Tinius Olsen 100..00# Universa mpres 

sion Testing Machine 
1—Magnaflux Demagnetizing Unit 
Simpson Sand Mixers 18” dia Laboratory #0 

#1 #11 #2 #: 

Miscellaneous Screens Pulverizers Grinders 
Conveyors—all types, Tyler Rotap Screens, etc 
OUR 37TH YEAR 
CONSOLIDATED PRODUCTS CO., INC. 

66 BLOOMFIELD STREET 
HOBOKEN, NEW JERSEY 
HO 3-4425 N.Y. TEL, BA 17-0600 
CARBON & GRAPHITE 
3locks— Plates tounds 
MOTOR AND GENERATOR BRUSHES 


of all types. Original equpment and replacement 
Quick delivery from stock. Substantial savings 
BECKER BROS. CARBON CO. 
BASIC MANUFACTURERS SINCE 1890. 
3448 S. LARAMIE CICERO 50, ILLINOIS 
Bishop 2-1260 
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CUPOLA 


CONVEYORS 
Link-Belt Roller Type Power Mold Con- 
veyor, 27'0” x 70'6” centers, 35 cars 
oe” x 72” 
Pigmold Conveyor, 64’ sprocket centers 
Link-Belt, complete with drive 220/440 
3/60 
CORE BLOWERS 
DEMMLER 
#1 weight of core up to 10 Ibs 
+ 2K—weight of core up to 25 lbs 
3E—weight of core up to 35 Ibs 
B-7 International 
CB-18 Champion. 
OSBORN 
weight of core up to 35 Ibs 
weight of core up to 100 Ibs 
CORE-OVENS 
2 Door Coleman, two rack type, gas 
and oil firing combination recirculating 
All controls. Overall] 14'10” x 15’8” 
2 Door Despatch, recirculating, gas and 
oil fired. Doors 6’8” x 6'8”. 16’0° =x 
16’0” overall. All controls 
FURNACES AND BLOWERS 
URNACES: 
Siroman 
2—220/225 NP 
blowers. 
1—#14 Non-tilt 
Campbell-Hausfeld 
1 #40 Crucible Non-tilt 
2—2000 # IPNT _ electri: 
burner gas or oil 


# 194-1 


hydraulic tilt with 


tilting ‘ 
iiting < 


{EAT TREATING: 


Lindberg 
1 18” x 60” 1400° 90 KW 230V. w/d 
H.P, Blower 
G. E. 
1—30” x 42” 1800° 37 KW 220V. 1 pl 
168 Amps 


FURNACE BLOWERS: 


1—3 H.P. 220/440/3/60, 300 CFM 16 oz 
pressure. 
1—2 H.P. 220/440/3/60 
pressure. 
BLOWERS: 
1—-Spencer Turbine, 50 H.P., 220/440/3 
60, 1950 CFM, 24 oz. pressure 
1—North American, 20 H.P., 220/440/3 
60, 6750 CFM, 16 oz. pressure 
1—Piqua Size 5%, with 30 H.P. 220/3/60 
motor 
GRINDING EQUIPMENT 
Fin Cleaning Machines for 
heads—Ireland 
#230 Gardner double end disc 
39" wheels, V-belt driven 
#6 Cheesly disc grinder dir 
18” wheel. 


260 CFM 16 oz 


cylinder 
grinder 


connected 


14919 SARANAC ROAD 


FOR SALE 


1-10 H.P. Black & Decker direct drive 
double end grinder, 20” x 3” wheels, 
220/440/3/60. 


;-» H.P. Safety Emery Wheel Co. belt 
driven double end grinders 18” x 38” 
wheel, 220V. 3/60. 

1—7 1 H.P. Universal Swing Grinder 


220/440/3/60. 
Gardner Horizontal Disc Grinder, 
54” dia 20 H.P., 220/440/3/60. 
1—Standard dble end dise grinder 26” 
wheels, 10 H.P. 220/3/60. 
MOLDING MACHINES 
JOLT ROLLOVER AND PATTERN DRAW: 
Davenport 
2—SA-28, 1500 Ibs. jolt, 12” draw 
30” x 40” table, 1 w/air clamps. 
1—SA-34, 2500 Ibs. jolt, 15” draw 
34” x 48” table 
Herman 
1—Pit-type, 6000 Ibs. jolt, 42” x 60” 
table 
1—Pit-type, 9400 Ibs. jolt, 40” x 84” 
table. 
1—Pit-type, 10,000 Ibs. jolt, 
12’0” table. 
Johnson & Jennings 
1 #918, 18” draw, 
54” table. 


2000# jolt, 44” x 


Osborn . 
2—Model 405-95, 3500 Ibs. jolt, 26” 
draw, 40” x 60” table. 


7—Model 601, 900 lbs. jolt, 10” draw, 
24” x 30” flask max, 
11—Model 2047, 8” draw, 21%” x 22%” 
core box. 
1—Model 422 w/swing out table 
SPO 
1 #9336, SOO# jolt, 9% 
28” table 
Tabor 
2—22”" x 32” Table, 600 ibs. jolt, 10” 
draw, with air clamps. 
JOLT SQUEEZE PIN LIFT: 
International 
1—LJSK Hand Lever Lift, 18” x 24” 
Table, 12” squeeze cyl. 
Milwaukee 
2—196 Roll-on, 


draw, 22” x 


Roll-off, 3000# jolt, 


19” squeeze cyl., 20” x 30” table, 
10” draw 
2—S14-P Stationary, 8S” draw, 700# 


jolt, 14” squeeze eyl 
JOULT SQUEEZER: 
Haynes 
Johnston & Jennings, 512-P ‘‘Jack Rab- 
bitt.’ 


Milwaukee 
Modern 
Osborn 75-J 


210-PJ 


TELEPHONE: GLENVILLE 1-1222 


Spo 110J 
Tabor 
JOLT STRIPPER: 
Davenport 
1—34AJS, 2500# jolt, 12” 
46” table. 
International 
1—JFL, Foot 
6004 jolt. 
Osborn 
1—559HR, 1200# jolt, 6” 
30” table. 
Herman 
2—40” x 60” table 60002 jolt. 
ROCKOVER AND DRAW: 
International 
4—‘‘R’’ hand ram, 
x 10” draw. 
Modern 
2—Air jolt, 
Osborn 
1—147-1, 20” x 60” core box max 
1—146, 24” x 32” core box max. 
Champion 
41—Type W 22” hand rollover, 12” draw. 


“ 


draw, 36” 
draw, 


Lever Lift, 3” 


draw, 25” x 


hand rollover, 8” 


hand rollover 


1--Type W 16” hand rollover, 8” draw. 
Pushoff 
t—Champion Pushoff 38” x 40”—10” 
draw, 


1—Osborn Pushoff 3’ x 16’ 
Plain Jolt 
1—Osborn No, 98, 
12” table. 
Tabor Model B-4, 
table. 
SAND SLINGERS 
2-16” head Beardsley-Piper Stationary, 
1200 RPM, 10 H.P., 220/440/3/60. 


SHAKE-OUTS 


220# jolt, 12” x 


700# jolt, 18” x 24” 


Robbins 
1—4’x6’, S000 lbs. capacity, ‘‘Floatex’’ 
1—4’x10’, 12,000 lbs. capacity with 7% 
H.P., 220/440/3/60 motor. 
S mplicity 
1—4’x6’ Model D, 16,000 Ibs. 
a H.P., 220/440/3/60. 
1 ’'x6’ Model SOSH, 5 HP. 220/440/3/60 


SAND MULLERS 


capacity, 


Simpson 
1 #2 Model H, Style E, 14 cu. ft per 
batch, 6’ dia. pan. 
1 #3 Model H, Style E, 
batch, 8’ dia, pan. 
#3, Style E, w/separate drive. 
Resnhe ley-Piper 
2— #70, 29 to S58 tons per hr. 
per batch. 
Link-Belt 
Paddle type, 20” x 72”. 
Pugmill, 42” x 96”. 


30 cu. ft. per 


18 cu. ft 


EUCLID FOUNDRY & MACHINE EQUIPMENT COMPANY 


CLEVELAND 10, OHIO 








FOR SALE 


TURBO BLOWERS WITH MOTORS 


CFM PRESS. MAKE CFM PRESS. MAKE 
4500 16 oz. G.E. 500 10 oz, No.Am. 
3500 40 0z. Spencer 400 16 oz. Spencer 
2800 1 oz. Spencer 4100 4.30z. Spencer 
2700 16 oz. Spencer 340 20 oz. A-B 
2500 Joz. Sturt. 320 12 oz. Spencer 
2000 2% oz. Spencer 225 16 oz. Spencer 
2000 10z. Spencer 180 15 oz. Spencer 
1300 16 oz. Spencer 110 16 oz. Spencer 
1150 20 oz. No.Am. 9000 6” SP Northern 
675 16 0z, No.Am 2344 2” SP Clarage 
660 20 oz. A-B 1100 4%” SP Bayley 
THE MOTOR REPAIR & MFG, CO. 
1552 HAMILTON AVE. 
CLEVELAND 14, OHTO 
FOR SALE 
1 +14 Pangborn Type GK _ Rotoblast Barrel 
drum 36” x 49” long, (14 cu. ft. capacity) de- 
signed to handle individual pieces up to 150 


ibs. and load of 2500 Ibs. 
ill electrical and other equipment, 
selling 


Barrel complete with 
Reason for 
installing a much larger unit Can be 


nspected at site. 


TREADWELL ENGINEERING CO. 


EASTON, PA. 


FURNACES FOR SALE 


Ten used heat treating furnaces and two 7-ton 


gantry 
Address: 
BOISE, 


1428, 


Good condition. priced to sell. 
PRODUCTS, INC., BOX 


cranes. 
BAER STEEL 
IDAHO 


SAVE MONEY ON YOUR 
PNEUMATIC TOOLS 


High quality repair and rebuilding service—fast 


an¢ 
too 


Sat 


SYLVANIA 


i economical Send us your next pneumatic 


1 as a trial. Your money refunded if not 
isfied, estimates furnished. 
‘‘WE WELCOME RUSH JOBS’’ 
CENTRAL PNEUMATIC SERVICE CO, 
512 LINDEN AVE. 
DAYTON 3, OHIO 


PHONE: MADISON 2701 
FOR SALE 
1—36 x 36” and 1—32” x 32” Hines Heavy 
Duty \luminum Pop-Off Flask, 6” cope, 6” 
drag with 4” steel facing all flanges. In 
original crates 
TRANSIT CORE PI.ATES—-JOHNS MANVILLE 
NEVER USED 
67 12x 12x & 149—18 x 24x % 
84—12 x 15 x 154—24 x 16x % 
L, IBE RAL DISCOUNT 
For further information and prices write: 
EBALOY FOUNDRIES CoO. 
P.O. BOX 596 
ROCKFORD, ILLINOIS 
FOR SALE 
1 Moulders Friend’’ Sand Conditioner 
3—Beardsley & Piper Model ‘‘M’’ Screena- 
rators 
1—Simplici 2’ x 3’ Sand Conditioner 
1—79/60 cAmer! can’’ Sand Cutter 
3—SPO #2114 Jolt, squeeze, pin lift machines 
1—Model 1000 M Bondactor Gun complete with 
water tank 
FOUNDRY SUPPLY COMPANY, INC. 
5009 EXCELSIOR BLVD. 
MINNEAPOLIS 16, MINN. 
SMALL GRAY IRON CASTINGS 
FOR SALE 
Castings up to 300 lbs. Write or Phone: ORE- 
GON CASTINGS COMPANY, LITITZ, PENN- 


PHONE: 6-2462 


DEMONSTRATOR 36 x 42 Rotary Barrel Shot 
Blast machine with dust collector. Used one 
month With numerous spares. $3,000. Ex- 
cellent reason for selling 


2-TON ROTARY OIL 
malleable and 


This furnace is most efficient 


i 
f 


Sandy’’ Model HS-7-Gt, 
good condition. 


£ 


KLUTTZ MACHINE 


1—-12002 Stroman-Dua! Burner Pneumatic Tilt- 
\ir Furnace. 

1—24 x 48 Sly Roller Bearing Tumbling Mill 
with Motor. 

2—Tabor Cantilever Type Jolt-Squeeze (1951) 
Molding Machines. 

1—Magnetic Pulley 16” D x 20”. 

1 # Tilt Type Crucible Furnace. 

In good condition, reasonably priced 


for Bunker C Oil 


to S$7.500 


FOR SALE 


nonferrous, Run two 


ll instruments and pre-heater. 


Firm. 
BAMBER FOUNDRY, INC. 
MARKET STREET 
STAMFORD, CONNECTICUT 


FOR SALE 


ne Twin Standard NeWay 


complete, 


Hopper 


BOX 980 
GASTONIA, N, C, 


FOR SALE 





MARLBOROUGH FOU NDRY, INC, 
3555 MAPLE STREET 
MARLBOROUGH, MASS. 


FOUNDRY 


FURNACE for steel, iron, 
months. 
Complete with 
Electric heater 


Price reduced from $11,000 








‘*‘Handy 
slightly used, 


& FOUNDRY COMPANY 



































LECTROMELT 1 Ton, Side Charge. 800 KW trans- 2-BAILEY (Electric Furnace Co.) 75 KW Electric 
former 12000 Volt primary. Late type unit. In place Arc Type side electrode tilting furnaces and trans- 
Chicago, complete. formers. 

LECTROMELT 500# Type T Side Charge. 300-375 
KVA Transformer GE Circuit breaker. Moore con- 
trols 2300 volt primary current. Late type, now in 


DETROIT ELECTRIC 3502, Type LFA with Kuhl- 
man transformers and oil circuit breaker. 13,200 


our warehouse Chicago. primary voltage. 

DETROIT ELECTRIC, 1500+ capacity, 13,200 pri- DETROIT ELECTRIC with 350% and 10004 tapered 
mary voltage. Kuhlman transformers. Complete with shells, 2300V Kuhlman Transformer. Complete with 
controls. panelboard and bus bars. 


ACME EQUIPMENT CO., INC., 126 south Clinton Street, Chicago 6, Illinois, Phone: Andover 3-3430. 














FOR SALE 


AIR COMPRESSORS GRINDERS, SWING 1—_-Herman 4000# Series High Speed Roll 
Ingersoll Rand Type 10—14 x 9 x 12, 2 2—Fox 10 HP 3/60/220-440 V, Swing ver 30” x 60” with 32” x 48” bumper, 
stage, 75 HP, 3/60/220/1200 rpm syn- Frame 13” cylinder pattern device. 
chronous motor, 350 CFM at 100#. U. S. 15 HP, 3/60/440 V Swing Frame, 2 2--Milwaukee Arm Type Jolt Squeeze 
» X 5 Ingersoll Rand 10 HP motor speed Strippers, 1500# capacity, Model 163- 
Fox 15 HP Swing Frame, 2 speed 00 Serial 13104-5, 15” x 24” table 
BLOWERS Marschke 20 HP, 2 speed 16” xX open end, pattern size Late 
Spencer Turbo Blower, 2250 CFM at 16 oz type 
15 HP 3/60/220 totally enclosed motor. 1—Osborn 76J Portable Jolt Squeeze Mold 
New 1947 HOISTS ing Machine 12” cylinder 
Ingersoll Rand Motor Blower Type FS 500# American LoHed 3—Osborn Jolt Squeeze Molding Machines, 
Single Stage 4000 CFM @ 3.75 PSI, 1000# Cleveland 220/440 \V 275J, 16 x 20 table, tilt back head 
100 HP, 220 V. G.E, Induction Motor 1000# Detroit 220/440 V 2—Osborn 405 Jolt Rollover 40” x 70” 
3uffalo 7E Direct Connected Blower, 50 5—1000# P & H Hevi Duty with trolley 2000# capacity, 20” x 60” jolt table 
HP Westinghouse motor, 3/60/220-440 2—2000# P & H Hevi Duty with trolley and 4 wheel receiving car 
V, 3535 rpm, 28” wheel. 3500-4000 2000# Detroit Electric 1—Osborn Portable Jolt Rollover Pattern 
CFM at 32 oz. Flanged onutlet> 2000#% American LoHed draw, 900# capacity Model 601-13 
Spencer Turbo Blower. New 1949. 3500 11 1000# P & H Hevi Duty with trolley 30” x 24” flask size, 10” draw 
‘fm, 28 oz. with 40 HP 220-440 motor 2—4000%# P & H Hevi Duty with trolley 1—Tabor 1000# Roliover, 30” x 60” table 
ind Foxboro controls ind powered drive unit for moving hot 
ar Es . MULLERS AND MIXERS 
CONVERTER Bina: : . . Simpson #2 Motor on base, bucket loader 
100 KW _ Rotary Westinghouse 220 V 60 trolleys Simpson #3 Motor on base, bucket loader 
cycle primary 250 V DC, complete with Simpson #3 Type H open gear type 
controller and panel. Simpson #3 Open Gear Type. $1000.00. 
. Encl , LABLES , Lud P American Model M Sand Cutter, 70” blades 
1 m HEnciosead Gear Crane iudie truce Kwick Mix Paddle Type. 
Sectior vonmaer 5  ¢ ears type 4 wheel car for 18” gage track Royer NDP 47 14” Belt, 4 rubber tires 
“fired ‘5 Proceed a sastiee. . re wae ceo 
« é s s l nu" Thi yr Enclose year I j 
1 -Section Foundry Equipment Co. Gas : eae Pa Pot oir ae seselieg ah eee PREPARATOR 
fired, 5 drawers per section. ip eee ; : Ore ; B & P #70 Preparator Only used 3 
months 
CRANES 
5 Ton P & H Overhead Elec. Traveling Paes eRe AONE ‘o-19 ROTOBLAST 
Crane, 30'6” span, 15’ lift (can be in- a cts a i ia en 7 Paneho table with 3-8” rotating work 
creased) 3 motor, 220 V A.C. New 1946. — :' : Jolt Pin Lift ae oo 3 oat ete BE ~f > and 
10 Ton Northern Overhead Elec, Traveling 1 Johnson & Jennings 1015 Jolt n Lif a ates, pom ‘suis oac ing, cleaning c 
Crane, double girder, fish belly, 3 mo- 30” x 3S” table touch-up des gned for work similar in 
tors 230 VpDec 54'7 V4 ” wide C to Cc i1—Champion Hand ram, hand clamp, hand size to aircraft cylinders. Like New 
» oe -C., ¢ ¥ rollovers 26” x 14”. table. condition 


of wheels can be cut down to fit 
smaller size. 


r 


i1—Champion Hand Ram, Hand rollove 
Hand draw core machines, 15 x 109 


bed. SAND SYSTEM 


CRUSHERS—PULVERIZERS 3—Davenport Portable Jolt Rollover Pat- Beardsley & Piper #80 Speed Mu ler with 
1--Stedman 15” x 12” Type A. One with tern Draw 20” x 24” tables, open end, 125 HP Fairbanks Morse 3/60/220 
10 HP 220-440 V motor, One without 8” draw. 140V_ motor, air operated discharge 
motor. 1—International Type G 24 x 10 Jolt Clarage 15 HP Cooling Fan, mixing 
Rollover, foot draw, 22 x 30 table, 10 hopper 
draw 14 30” under muller conveyor motor and 
FORK LIFTS 1—Herman Molding Machine Jolt Rollover drive 
Baker 6000# Gasoline Fork Lift Trucks, Pattern Draw, 20 x 30 24” x 43’ Trough belt conveyor 
KMH60, 120” lift, 88” collapsed height, 1—Herman Molding Machine Jolt Rollover 24” x 30’ Trough belt conveyor magnetic 
42” forks, solid tires Rebuilt-Guar- Pattern Draw, 20 x 36 pulley 
anteed, 1—International Type G 30 x 12 Jolt Roll- 18” x 18” x 45’ bucket elevator 
over Foot Draw, 28” x 36” table, 12” t Round sand _ storage bins with 2-30’ 
; \ draw bucket elevators arranged for storage 
Besley 208 mete '. 2%,” wheel 1—International Type G 30” x 30” table, 9 Hci br ae eons 
aon 2 compound tables, V belt drive, draw Portable t Syntron vibrating feeders 30” x 84”, type 
15 HP, 220-440 totally enclosed motor, 2—International Type G 18” x 56” table, 8 _FC4 with age: 
increta fatartast canindis draw Portable 2-5’ x 5’ x 5’ sand hoppers for wheel 
2 _U. ¢ Model 80 Double End 2-18” dia. 1 International Type F Jolt Rollover 27 x barrow delivery 
oie. 7 HP moter 2° swinging 12. 12” draw. 35” x 26” table 1 Flat belt onveyor 20” x 160’ 
tables 8” x 14”—1 with hand lever 1—International Jolt Rollover Pattern 10° 
feed Draw, 22” x 30” plate, 6” jolt cylinder 
aia 1—International Plain Jolt Molding Ma- 9 aes __ SHAKEOUTS 
GRINDERS, SNAGGING ~hine 48” x 60” table, no pit required 2 
McCabe 2” x 24” wheels, 48” between 1—Herman Jolt Rollover Pattern draw 
wheels, 3/60/440 V. 40” x 84” table, slotted nickel alloy 
1—Hammond type 20 WR2—3” x 24” table over regular table to accommo We have or eeveree “d : 
wheel, double end grinder, single speed, date various sized flasks air clamp i 1 Me che aur sie! ra isi a We ese 
20 HP Louis Allis Squirrel Cage, 220- new 1946. Used very little a rip ee ree ic 
440 V—1760 rpm motor, | Herman 20” x 30” rollover’ patterr pp 
2—U. S. DE, 20 HP adjustable speed. draw, 750#_ series Air lamp 
1—U. S. DE, Model 65, 3” x 24” wheels, 2—-Herman 20” x 24” Jolt Rollover Patterr WIRE STRAIGHTENERS 
variable speed, 20 HP motor Draw, 750# series. Air clamp 2—Climax 1 HP motor 


ACME EQUIPMENT CO., INC. 


WE WILL BUY FOR CASH A SINGLE PIECE OF EQUIPMENT OR YOUR ENTIRE FOUNDRY 
126 South Clinton Street Phone: Andover 3-3430 Chicago 6, Illinois 
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PUBLIC AUCTION SALE 


2 Complete 
Gray Iron Foundries 





1 Complete Electric 
Furnace Steel Foundry 


Formerly property of 


WESTERN FOUNDRY COMPANY 


3634 S. Kedzie Avenue 


Chicago, Illinois 


and surplus equipment from other foundries. 


THURSDAY and FRIDAY 
August 19 and 20, 1954 





2—-General Electric 5 ton Car type Electric An- 
nealing Furnaces 250 KW, 1 unit low temperature 
1200 1500° other 1500° to 1800°, vented cooling 


hood. 











Sand Slingers, tractor type 
B & P 30 Sand Mullers 
B & P 50 Sand Muller 
B & P 60 Sand Muller 
3—American Wheelabrator Tumblasts 36 x 42, 42 x 48 
and 48 x 48 
1—-Air Compressor, 175 HP Synchronous Ingersoll 
Rand, 5 x 5 10 HP Pennsylvania 
15—-Bridge Cranes, Whiting 
20—-Hoists, Ingersoll Rand 1000 to 4000# 
18—Hoist, Budget 1000# to 40007 
1—P & H 3 ton Electric Hoist 
1—-Core Oven 4—4 x 5 car capacity gas fired electric 
upraising doors. 
1—Whiting Monorail type charge, 150’ rail, 4 buckets 
—Hough Payloaders 
6-—Lift Trucks, Ross, Clark, Mobilift 
6—Blowers from 10 HP up to GE 7500 CFM Cupola 
blower airway controls 


— ee Wht 


— 


3—Core Blowers, Redford and International 

10—Swing Frame Grinders, Fox and Marschke 

25—Ladles covered cylindrical geared, teapot spout in- 
side and outside, top pour, bottom pour 


10--B & P Champion Pin Lifts Push Offs, 29” pin 
centers, 8” x 10” lifts 





1—Lectromelt Top Charge 2 ton Type CQT 2000 
KW Allis Chalmers transformers, 12000 volt pri- 
mary. Late type unit. 











20—-Grinders, all types, Gardner Flat Disc 54”, Snag 
Grinders U. S. 65’s—20 HP 30 x 3 x 12 wheels, 
Hisey Wolf 30 N3—15 HP motors and many others, 
some use smaller wheel sizes 
1--Milwaukee 3 H Milling Machine with Rusnok 
Universal Head 
Molding Machines: 
3—Spo 506 Jolt Rollover Pattern Draw 
1—Spo 508 Jolt Rollover Pattern Draw 
1—-Osborn 276 Jolt Squeeze 
3—Osborn 275 Jolt Squeeze 
3—Spo 110 Jolt Squeeze 
2—Spo 413 D Jolt Squeeze Rollover Pattern Draw 
6—24 x 36 Plain Jolt International and Milwaukee 
2 
{ 


~ 


2—36 x 48 Milwaukee Plain Jolt, 
Milwaukee 181 Jolt Squeezers 
10—Champion Jolt Rollovers, 20 x 8” x 24 x 12 
2—Osborn 214 Jolt Squeeze Pin Lifts 
t—Spo 307 Jolt Pin Lifts 
Several International Hand Rollovers 15 x 15 and 15 x 
22 
1—Osborn 714 Jolt Squeeze Pin Lift 
10—Champion Pin Pushoffs 8” x 10” draw 
2—-Yard Cranes, 5 ton Krane Kar and 714 ton Hughes 
Keenan 
Tons of metal flasks, core plates, air tools. 











FREE ILLUSTRATED 
AUCTION CIRCULAR ON REQUEST. 


INSPECTION: 
AUGUST 16, 17 AND 18. 
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Wire, Write or Phone 


INDUSTRIAL PLANTS CORPORATION 


(AUCTIONEERS, APPRAISERS, LIQUIDATORS) 


316 S. La Salle Street 


Toledo Tel: Wabash 2-7315 


Chicago 4, Illinois 


New York 
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FOR SALE 


Ovens, Drawers 46 wide, oY ieep, J 
MOLDING MACHINES 9703A and 8692-C, Air Clamps. iis . - wae 29i] Supports and 
10—S PO No. 110J Portable Squeeze . M ; high. Complete with Rail 1p} 
1 > 10. 506 Setlover Paste ; 1—DEMMLER, No. 1-E Core Blower, Serial Controls. These machines are in excel 
i—S P O No. 506 Jolt Rollover F attern Draw. No. 3287 Equipped with Air Clamps 3 Bs : : sean! tok SORA 
600 Ibs. Cz 10” Draw, 24” x 25” Tabl lent condition and were new in 
3 S. Gap., : aw, ge & sv ante 1950 Machine ECTRIC CORE OVEN 
Stationary and Portable Type. 1 DEMMLER No 2 Core Blower, Air DIEL . eee 
2—S P O No. 507 Jolt Rollover Pattern Draw, Clamps Manufactured by Induction Heating Corp., 
32” x 40” Table, 1500 Ibs. Jolt Capacity 2 REDFORD Core Blower No. 1, Cartridge ae a ee a SS a ae, 15 KVA 
OSBORN N 7 142 Jolt, Rollover, Foot oe Sree 1a a ee ‘conkad tremaautener 60 
2 ‘ I No. 2 olt, tollover, Foot 0 amps, é : r ans 
Draw, 14%” x 24” Table Draw 8”, 350 TRAMRAIL & MONORAIL sycle. 3 phase, belt 24” x 52” long 
lbs. capacity. 100’-AMERICAN  Tramrail, complete with Machine had only 300 hrs. use. New in 
i—OSBORN Model 601, Jolt Rollover, Pat- two Bridges 15’ and 14’, and two Cross 1950. 
tern Draw Machines. 600 lbs. capacity. overs. ; CONVEYORS—Roller - Apron - Belt 


125’—LOUDEN Monorail, complete with four 


Flask 30”. For core work. 300’—MATHEWS Roller Conveyor, Above 











on" 2 Tt] € © T- > 
56—OSBORN No. 275J, Jolt Squeeze Ma- «J sridges and all accessories. > « 20” wide, 2%” Rollers, on 4” centers. 
chines, portable and stationary. AIR & ELECTRIC HOISTS see aeaiaeeenes ~ Roller Conveyor, Above 
OSBORN No. 559 HD Jolt Strippers, Sta- 1—INGERSOLL RAND, Size D, 4000 Ibs Rail 24” wide, 2%” Rollers. 4” Centers 
tionary, Table 25” x 30”, Jolt 1200 lbs. Late type Air Hoist 1000’—MATHEWS Roller Conveyor, Above 
5—OSBORN Jolt Squeeze Model #75J, 10” 1—INGERSOLL RAND, Size C, 2000 Ibs Rail 10” wide, 2%” Rollers. 4” Centers. 
cylinder, 3%” Jolt, Cylinder, Table 16” Late type Air Hoist. 200’—Heavy Duty Roller Conveyor 30” wide, 
x 20” 2—INGERSOLL RAND, Size B, 1000 lbs 3” Rollers on 6” centers, %” shaft, 4” 
2—HERMAN Pneumatic 40” x 60”, 15” Solid Late type Air Hoists channel, Roller above rail. 
Cylinder Jarring Molding Machine, Heavy 1—LITTLE GIANT, Model A, 1000 Ibs 10’—Roller Conveyor 14” wide, 2” Rollers 
Duty Bumper Type. capacity. above rail. 
1—JOHNSTON & JENNINGS #401-C Port- {—THOR PNEUMATIC, 1000 Ibs. capacity, i—FARQUHAR 18” x 40’, Model 343”’, 
able Jolt Squeeze Machine. low head room. Portable Trough Conveyor with 5 H.P. 
1—JOHNSTON & JENNINGS #681-C Port- 1—ELECTRO-LIFT, 3000 Ibs capacity, low Motor and Starter, 3 Sided Feed Hopper 
ible Jolt Stripper, 24” x 30” Table head room, Hoist, 220/440 Volts, Cable 1—FARQUHAR 18” x 19’, Model ‘‘341’’, Un- 
1—JOHNSTON & JENNINGS Model 12168 Type. dercar Unloader, equipped with Rubber 
overs eee, Ve ae aes SAND BLASTING EQUIPMENT Belt and 5 H.P. Motor. 
o4", Draw 16". Capacity 3 DS 1—AMERICAN WHEELABRATOR = Tum- 1—GODFREY 18” x 19’ Undercar Unloader 
1—JOHNSTON & JENNINGS Model 918-B blast, 42” x 48”, Model ‘‘450’’, complete equipped with Steel Belt and 5 H.P. Mo- 
Jolt Rollover Pattern Draw, 44” x 91 with Skip Hoist. Like new Serial No tor. 
Table, 20 Draw, 3000 Ibs. capacity A-37608 1—Link Belt Steel Apron Conveyor, 18” xX 
}—TABOR Jolt Squeeze Machines, Portable 1—AMERICAN WHEELABRATOR Multi 24’, with Motor and Drive. 
2— TABOR Jolt Rollover and Pattern Draw, Table Blast Machine, 8-27” Tables, with 1—Link Belt Steel Apron Conveyor, 24” x 
seid a me “_ ee a hg 42 Shot Return and Dust Collector Serial 20’ 
able Shockless ar ype, -ortable y A.44790 >  B 
2--TABOR Jolt Rollover Pattern Draw, 30” I AMERICAN’ 'WHEELABRATOR run SAND MULLERS 
, a , 12” Capacity ; ¥ — — _— 5—SIMPSON #3, enclosed gearing style 
x 40” Table, Draw 12” Capacity 1000 blast, 48” x 48” with Skip Hoist, shot . a 5g! e 
: ae ith i Capacity 3000 Ibs. 8’ pan diame 
bs., Portable. return and dust collector, Serial No apne * 58.000. 1946 
1—-INTERNATIONAL Model PKL, Jolt 37.642 , pr Mn — 7 gee ecmen, 46: 
Squeeze, Air Pin Lift Machines. 18” x >AKSON Tlnricht Sana RB tests SELME SU: ‘ a : , oe 
a4” Tabie, Litt 6%", Seuecee Cytnder, 1 lags PAXSON Upright Sand Blast Ca batch with motor and drive . 
12” 1-SIMPSON No 1% Sand Muller, Unit 
2-INTERNATIONAL Type RES, Size 15” x TUMBLING BARRELS Drive, 750 Ib. batch 
<", Jolt Squeeze, Rollover, Draw Ma- 1-—NEW HAVEN Air Blast Barrel 48” x 42 1—SIMPSON No. 2 Sand Muller. Open gear 
chines. Table size 18” x 34” Equipped with Motor and Drive, 1942 type motor drive : ; 
i INTERNATIONAL Type G, Air Jolt, Air unit. 1-BEARDSLEY & PIPER No. 60 Speed 
Turnover Foot Draw Machines, Sizes 20” 1—WHITING Tumbling Barrels 30” x 60 Muller, 10’ Batch, complete with motor 
x 8”—24" x 8”"—30" x 8”—24" x 10” plate 1”, complete with 5 H.P. gear hea drive and all electrical, excellent condition 
DAVENPORT Model 28SA Jolt Rollover, motor drive, and starter, 1952 un 2 -BEARDSLEY & PIPER #3% Mulbaros 
ind Pattern Draw, 1500 Ib Jolt Capacity 1 SLY Tumbling Barrel, 42” x 72”, 10 H.I ELECTRIC FURNACES 
12” Draw, 30” x 40” table. Used less _ Gear Head Motor, and Electrical { DETROIT Electric Rocking Type Fur 
than 1 year ‘—SLY Tumbling Barrels, 36” x 60”, 5 H.1 naces Model AA, 1000 Ibs. Cold charge 


DAVENPORT Model 28A, Jolt Rollover ; a boner Macy me a . complete with single phase Transformers 
n > err aw 5 i aa aia on” “ 4 umbDling Barrels, 42” x 72 Square 

ind Pattern Draw, 1500 Ibs. capacity. 12 Type, 10 HP. Gear Head Motor 4 aa OIL & GAS FIRED FURNACES oe 
7 Ba ae : O08 acaba Ris : PISHE #400 Crucible ype Bb ue 
MILWAUKEE Model 104, Jolt, Squeeze ee ‘ oe hore snroga N ; and Blowers, new 

; ” wn Pee ae 1—SLY Tumbling Barrels, 36” x 72”, Flat Tilting, with Motors and 

Machines, 10” cylinder, 17” x 26” table Belt D - = s fi acy tte bricking, gas or oil fired, like new t 
MILWAUKEE #1030 Loft Pin Lift. Table " ais valencia 

size 28” x 34”, 12” Draw, 1000 Ibs, cap B & P SANDSLINGERS FISHER Model MNP Tilting Furnaces 


SAND PREPARATORS 2—Tractor Type 6’ arms, with 4’ impelle 2000 Ibs. capacity in Aluminum, 1500 Ibs., 
” . Pot 


I 


Draw, 34” x 48” Table. 


{BEARDSLEY & PIPER Model ‘‘S"’ asa Saiennene, S Wine Her ae cups for magnesium, complete with New 
Screenerator, Pneumatic Tires, 19” head, 15 HP motor or impeller, 11 blowers, and electrical tilting mechanism 

2—BEARDSLEY & PIPER Model M HP motor for propulsion on tracks. Each Offered at Tremendous Savings 
Screenerator, Pneumatic Tires machine equipped with additional impeller 1—STROMAN #600, Model ‘‘U’’ Tilting Re- 

} BEARDSLEY & PIPER Model op unit Ps HP motor, 5” liner ind ips verberatory Furnace, 3 H.P. Motor and 
Screenerators, Pneumatic Tires. caus sau VONS - Blower, gas or oil fired; new 1949 
BEARDSLEY & PIPER Nite Gang, Set i—Stationary Type Model DB, 16” head, 4 | —YORK-WALKER #28 Hand Tilt Furnace, 
No. SNG 1-491, excellent condition, used tip, 6" arm a neg! on axe eamaaae 300-400 Crucible New Bricking, Motor 

i motor two speed, dual 10-15 >, 220/44( , > ’ » iF 

1 year. Secs ele 1—B & P, Model Tractor Type Sand Slinger and Blower Coke E ired 
BEARDSLEY & PIPER Sand Preparator is : : we SRS! i--Holding Furnaces, 500 lbs. capacity, Alu- 


Portable, Model 70, with magnetic sepa- with Magnetic Tower, 13’ arm, 16” head minum, Newly Bricked with Motor and 


ration, 90 cu. ft. hopper, aerator and 4’ ramming unit, 4” tip. 1951, like new Blower 

gyrating screen, serial No. SC-73. New GRINDING EQUIPMENT CUPOLA & FURNACE BLOWERS 

in 1946, excellent condition 2—FOX No. 5 High Speed Stand Grinders Manufactured by G.E. centrifugal blower, 

ROYER Model NC-4 Sand Conditioner Wheel size 24” x 3”. 10 H.I motor “type FS 3670-9400 serial No. 27006, mo- 

portable, 12 to 15 tons 220/440 volts. tor 100 HP, 3600 RPM, Model 11A585. 
2—ROYER Model C-2 Sand Conditioners 1—HAMMOND Model WR-1 Double End 1-BUFFALO FORGE No. 7-E Blower, 25 

portable, 25 to 30 tons per hour. Snagging Grinder, 7% H.P., 220/440/3/60 H.P 3600 rpm, 220/440 volts. 28” wheel, 

JEFFREY Type ‘‘P’’ Sand Conditioner, 2—HAMMOND Model WH-10 Donble End 29 oz.. 1600 cfm ; 

Class B Mixer, Portable, Grinders with (2) 7% H.P. 220/440 3 7 ‘Assorted Blowers for Furnaces, 2-3-5 

AMERICAN Sand Cutter, Model AM, Size phase, 60 cycle, wheel size 20” x 2” x 2” H.P.. 16 oz 

69 x 45. Late model. 1—U, S. ELECTRIC Double End Snag “4 7 ‘AN T i 3lower, 24 
1—AMERICAN Sand Cutter, Model M, Size Grinder, Model 69, 10 H.P., 20” x 3” th cia cue oe eae 

79 x 60. Late Model. wheel size. ' ART . ‘AN. 7% H.P 1900 

ROYER Shakeout and Sand Conditioner 1—U. S. ELECTRICAL Swing Grinder, 24” * aes eae se 

Unit x 3” wheel, 15 H.P., 220/440 volts 1 STURTEVANT #9 Cupola Blower 75 

SHAKEOUTS 1—QUEEN CITY Model 100 Double End H.P., 220/440 V., 3 Pr., 60 Cycle 


> ’ Shake 3’ x 3 Ser Disc Grinder with 10 H.P, 220/440 Volt 
SIMPLICITY Shakeout. 3’ x 3’, Serial Be aE : LADLES & POURING DEVICES 


Motor, size 20” x 2 


No. 33—SOS—106, Model S, 1000 lbs. cap. X < ‘ ; ve vaste g ‘Pp 

SIMPLICITY Shakeout, 4’ x 6’, Serial CUT-OFF SAWS & MACHINES ie gee eee Tee seine! 

No. 46—SOB—145, Model B 1—TABOR Cut-off Saw, Serial No. 24626 with 17” Taper Covered Ladles, 500 Ibs. 
2—SIMPLICITY Shakeouts, 4’ x 8’, Serial 10 H.P. Motor capacity itis Eaivd Tilting Devices 

No. 46 : SODE 104, Model DE, 16,000 Ibs : TESSEMER meee * utters, Mode H", 12—WHITING Pouring Devices, Models 1000 

oe ns a a : , cap. %” Brass. 3 H.P. Motor & 2000, with 500 Ibs. capacity. Ladles, 

ROY ER Shakeout and Sand Conditioning CORE OVENS complete with Trolleys and Hand Tilting 

nit Serial No. ST-47 1—COLEMAN Core Oven, gas fired. 2 doors Devices 

CORE BLOWERS opening nto single compartment ae” 1—WHITING Ladle, 2000 lbs. capacity, en 

OSBORN No 41 Core Blower Serial wide, 78” high and 35” deep, adjustable closed gearing Nose tilt 

10050 trays. 1—WHITING Ladle, 4000 lbs. capacity, en- 
2—OSBORN Ni 92 Core Biowers, Serial No 2—DESPATCH, Gas Fired, Drawer Type Core closed gearing Nose tilt 


AAA MACHINERY & EQUIPMENT CO. 


15539 SARANAC ROAD Members of American Foundrymen’s Soctety CLEVELAND 10, OHIO 
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FAMOUS LAST WORDS: 





siininanciaicie sional 


‘they wouldnt dare’ 


That’s what they said the day before 
Pearl Harbor. Remember? But by now 
you’d think people would have learned. 
Let’s face it—we must be ready for 
disaster at any moment. It may be an 
atom bomb—or it may be a fire, a flood, 
a hurricane. It’s only common sense to 
be prepared for it, whatever it is. Take 
these precautions TODAY: 





[_] Enlist the help of your local Civil Defense 
Director. 


Check contents and locations of first-aid kits. 


|_| Send staff to Red Cross courses. They may 
save your life. 


|] Promote preparedness in your community. 
Your local CD Director can show you how. 


Set the standard of preparedness in your plant 


city—check off these four simple points NOW, 


A. 
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Orders harder to get? Competitive pressure increasing ? 


Where is the management who won't agree it’s time to urge 





the sales force to fight harder—to step up its sales 


calls—to develop more new customers ? 


Grabbing the initiative in times like these is what makes 

new leaders. The company that steps out boldly today capitalizes 
on competitive weakness. It pushes volume to win a larger share 
of available business. It improves its industry position and 


challenges old line leaders. 


Yes, this is the time to be bold—in selling—and in 
advertising. The company that aspires to leadership makes 


no little plans. 


It hits—and hits hard with everything it’s got. It 

demands that its advertising work harder—that its impact 
be increased—that its contacts be stepped up. Alert 
management today is giving advertising more jobs to do, in 
order that its sales force can become more productive. Has 


your company raised its sights to fight harder with advertising ? 


THE PENTON PUBLISHING COMPANY 
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Since designing the first, 
inclined, skip type charger 
MODERN engineers have 
worked together with 
practical foundrymenin the 
development of hundreds 
of charging systems for 
foundries large and small. 


TARGE-MAKE-UP MEN may push buttons .... 


OR, push wheelbarrows ... 
BUT the results are different! 


There are marked differences in charging costs! Differences in con- 





















































trol and supervision! Differences, too, in the quality of metal cast! 


Through MODERN, push-button charging 
a finger-tip control is placed within easy 
reach of one operator. He is responsible for 
selecting, weighing and placing the charge 
in the cupola. With this uniform and 
accurately controlled charge, going into 
the cupola, there is taken out a uniform 
quality of metal. This improved quality of 
metal, alone, has been known to defray the 
investment in mechanical charging. Plus 
values are the savings in man power and 


improved over-all safety. 


SO whether you are planning to invest 
$6,000 or $60,000 in your profit-boosting, 
mechanical charging system we invite you 
to figure with MODERN engineers — the 
men who developed the original, inclined, 
skip type charger. For additional planning 
data ask for new bulletin S-147-B. The 


coupon will reserve a copy for you... 








MODERN EQUIPMENT COMPANY 


Port Washington, Wisconsin 


MODERN EQUIPMENT COMPANY, DEPT. F-8, 
Port Washington, Wisconsin. 


Mail to my attention: 


New bulletin on SMALL-CONE charging, S-147-B oo... ccseeeeeeseeereeneees 0 
Standard catalog on cupolas and cupola charging, VATE « siscoreosscscccese oO 
NEW, P-152 CATALOG ON POURING 

Se eee a) 
Catalog on cranes and monorail systems, 150 ...........ccc:cccseseeeeeetnennens ee 
More information on FREE use of MODERN, color, sound films .......... 0 
Company Gutjansdudshatembsesuiaveandadcagtliyaboosavsquuouapersonspenesesest 
Street sJasasascuscuinvevacokssektistiateenateestaerstiobennebl NE scission 
NINE criakichevtann tateeadipessasnicants vice neiveice stiiceps ete etaboleeanne GORE crrccessorcrseseoccsesee 
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SEACOAL was 
FIRST DISCOVERED IN ENGLAN 
NEAR NORTHUMBERLAND, WHERE TH 
HAD DENUDED THE SHORE. 
IT WAS GATHERED BY WOMEN AND 
CHILDREN AND SOLD FOR FUEL 


Se 
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WHEN THE TUNNELS OF MINES 
IN WALES WERE FOUND TO EXTEND 
UNDER THE SEA THE NAME SEACOAL 
BECAME MORE COMMONLY USEP. WHEN 
BROUGHT TO AMERICA BY BOAT THE 
TERM “SEACOAL” WAS 
FIRMLY ESTABLISHED. 


IMPROVE FOUNDRY 


WORKING CONDITIONS 





Better working and health conditions are big goals of 
the Foundry Industry today. When you see Stevens Dust- 
less Kleen-Air Seacoal or King Kore Kompound, you not 
only greatly improve working conditions but you gain 
the high quality casting re sults so widely re scognized when 
these Stevens products are mixed with molding sand. 

Stevens Kleen-Air Seacoal and Pitch Core Compound 
offer foundries many advantages: No dust floats in the 
air around workers . . . Less is lost since all of the powder 
goes into the mulled sand mix . . . There is less loss in 
sand reclamation systems .. . Handling and storage of the 
bags are cleaner .. . Casting finish is improved. 


BRANCHES: BUFFALO e CLEVELAND e INDIANAPOLIS 
NEW HAVEN e DAYTON 


IN CANADA: FREDERIC B. STEVENS OF CANADA, LTD., 
TORONTO e WINDSOR 


0. 





A FAR CRY FROM MANY OF TODAYS 
MODERN DUST-FREE FOUNDRIES, 
COALBROOKDALE FOUNDRY, IN SHROPSHIRE, 

ENGLAND, CAST THE FIRST IRON 
CYLINDERS FOR STEAM ENGINES ABOUT 174-0, 
USING SEACOAL IN THE MOLDING SAND. 
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STEVENS DUSTLESS ae SEACOAL MIXED 
WITH MOLDING SAND MAKES CLEAN CASTINGS 
AND A CLEAN FOUNDRY. THE VOLATILE MATTER, 
LIBERATED WHEN HOT METAL ENTERS THE MOLD, 
FORMS A GAS CUSHION BETWEEN SAND AND 
METAL, AIDING PEEL OF SAND FROM CASTINGS, 


TRY THIS TEST ! 
S FILL A GLASS JAR 4 FULL WITH 
STEVENS DUSTLESS SEACOAL. PUT 
i ORDINARY SEACOAL IN A SECOND 
JAR. COVER THE JARS AND SHAKE 
VIGOROUSLY. REMOVE COVERS AND 
NOTE DIFFERENCE IN THE DUST 
CLOUD. STEVENS DUSTLESS 
KLEEN-AIR SEACOAL SHOWS 
ABSENCE OF DUST CLOUD. 
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USE STEVENS DUSTLESS 
KLEEN-AIR SEACOAL AND 
KING KORE KOMPOUND 


More and more foundries are using Stevens Kleen-Air 
Dustless Seacoal and King Kore Kompound. If you are 
interested in additional data on these improved products, 
write today for Stevens Technical Bulletin No. F-125 — 
“Stevens Dustless Facing Products” or Technical Bulletin 
No. F-103 — “Seacoal in Sand.” Frederic B. Stevens, Inc., 
Detroit 16, Michigan. 


VIN. 


EVERYTHING FOR A FOUNDRY 


















































































where does BARTLETT-SNOW fit into your picture 


complete neu plant? 
modernization? 
expansion? 
L cbilitation: 


Engineered and custom built to meet your individual 
requirements, Bartlett-Snow foundry equipment automates 
handling, increases tonnage output per worker, and assures 
smooth, efficient, synchronized flow of materials from sand and 
metal storage to the shipping of finished castings. The 
initial investment is often repaid in from 8 to 15 months. 
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Foundrymen Whe Know — Guy Sartlett-Snow 
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